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Please notice these grades 


of Plumbago 


Ceylon Plumbago is good—price is low 
. - “better “ “ medium 
best “high 
Re Ve 


We say our No. 702 Pure Ceylon Plumbago is high in 
price—it is for we give you one-hundred cents on the dollar 
for value in comparison with other grades. 

No. 702 Pure Ceylon Plumbago, although highest in price 
at the first cost, is cheapest to use in the long run. It will 
pay for itself many times over by producing castings from 
the molds that require no cleaning or dressing. 


May we send you atrial barrel? It’s to your interest. 


(he S. Obermayer Co. 


Cincinnati 


Chicago 


Pittsburg 


**The house of quality and service’’ 
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“GLUETRIN” 


“Fast bind, fast find’’ 


















* (SLUETRIN is the best sand binder you can use 
for either cores or moulds. 


el 


*** Where you now use molasses, one-half the 
quantity of GLUETRIN will do better work at less 
than half the cost. 


** Where you now use oil, the same quantity 
of GLUETRIN will do better work at less than one- 
fourth the cost. 





«** Where you now use flour, GLUETRIN at one- 
third the cost will make better cores. 


«** We send samples anywhere, freight prepaid, 
and a bill—but with the distinct, firm guarantee that 
we will not attempt nor expect, to make the collection 
unless you are satisfied with the results. 





Robeson Process Co. 


(Successor to AMERICAN GLUTROSE CO.) 
Camden, N. J., U. S. A. 


“GLUETRIN” 


is for sale by 


The S. OBERMAYER COMPANY 


from their houses in 
CINCINNATI CHICAGO PITTSBURGH 
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e Always uniform. 
uperior v.: 
different 
Core = 
anything 
¢ rr else 
I O u on the market. 
Binds from 50 to 100% more sand 
and runs lighter in weight than 
other foundry flours. 
We have just closed a contract with the 
American Car & Foundry Co., St. Louis, to 
supply their 14 plants with Superior Core 
Flour for one year (estimated they will use 
25,000 to 30,000 barrels) . 
See that our name is on the sack. 
Prompt Shipment Guaranteed. 
Ask for prices. 
os * 
The Buckeye [lilling Co. 
Cleveland, Ohio 
FOR SALE BY 
J. W. Paxson Co., Philadelphia, Pa F. B. Stevens, Detroit, Mich. 
T. P. Kelly & Co., New York M. 8. Finley, Buffalo, N. Y. 
Hill & Griffith Co., Cincinnati, O. Daniels Mill Co., Hartford, Conn. 
i Whitehead Bros. Co., Providence, R. I., and New York City F. J. Murphy, Wilmington, Del. 


Cutter, Wood & Stevens Co., Boston, Mass 


Geo. T. 


Je 
Browning & Co., Toledo, O. 


yhn A. Meighan, Pittsburg, Pa. 
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LET THE BENEVOLENT 
HELP YOU 


GIANT 







Take this modern 
giant of science into 
your shop, factory or 
foundry or warehouse 
and you will be sur- 
prised at the work he 
will do. He will in- 
crease the efficiency 
of your force 50 per 


cent. 


THE COBURN 
TROLLEY 
TRACK 
SYSTEM 


The Coburn Trolley Track 
has solved the question of cheap 
and rapid transportation of 
heavy material in manufactur- 
ing plants. It moves things 
quickly where speed counts 















































most. It saves your floors; 
it leaves passage ways unob- 
structed. It pays for itself in 
two years. Write for our cata- 
logue. 
The 

Coburn Trolley 
Track Manufacturing 

Company 
HOLYOKE, MASS., U. S. A. 
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Rockwell 
Rotary Melting 
Furnace 


E.ntirely 
dispenses 
with 
crucibles. 
This 
alone isa 
great 
saving. 





The fuel is oil or gas and the air for combustion is supplied from 
an ordinary fan. No ashes nor loss of metal in ashes. 

A casting equal to more than twice the rated capacity of one chamber 
may be made. Very convenient sometimes. 

Will melt two kinds of metal at the same time. For instance, a 
charge of copper may be melted in one chamber and a charge of any 
other metal in the other and both be poured at the same time. 

The linings are very simple and inexpensive. There is no cutting or 
fitting and no skilled labor necessary to reline. The lining material is 
rammed in in bulk, like sand ina mold. It is then burned solid in the 
furnace, becoming very hard and refractory. 


Made in four standard sizes ranging in capacity from 
350 to 3,000 pounds each chamber. 
Catalogue on request. 


ROCKWELL ENGINEERING COMPANY 
26 CORTLANDT STREET 
NEW YORK 
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The development of the oil industry in this 
country has given rise to a number of different 
lines of manufacture which were formerly un- 
known. Some idea of the equipment neces- 
sary for this industry may be had when we 
consider that the Oil Well Supply Company 
has plants at Pittsburg, Oil City and Brad- 
ford, Pa.; Oswego, New York; Parkersburg, 





STORAGE SHED. 





West Virginia; Van Wert, Ohio and Poplar 
Bluff, Missouri. The Imperial Works located 
at Oil City is one of the most complete plants 
of the kind in the 
machine is built at this plant, but there is a 


i 
a 
4 


country. No very. heavy 


large variety of light machine fittings, etc., 


Sates 2 


including pumping rigs for oil wells, steam and 





ss 


oil engines, drilling rigs, and other oil well 
The 
, bank of the Alleghany river about one mile 
above Oil City. 


equipment. works are located on the 


The general plan has been 


ground upon which 


made to conform to the 
the works are situated, and so the ends of the 
principal buildings which abut the river form a 


crescent. this arrangement allows a= sput 


or switch from the railroad to enter each 


building without passing through any other, 
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Foundry Department of the Imperial Works of the 
Oil Well Supply Company, Oil City, Pa. 


Each building is also 
enlargement by 


as shown in the plan. 


capable of extending it at 


the end away from the river. The shipping 
department and gray iron foundry are placed 


between the general switch system and the 


railroad tracks along the river, as both of these 
buildings have to do with the work in many 
other departments. 


The central power station 





MOLDING MACHINE DEPARTMENT. 
river where it 
can obtain abundant supply of water for boiler 


is located at the bank of the 


The main lines of 
& Michigan 
between the 
power plant and the other buildings, thus af- 


and condensing purposes. 


the Pennsylvania, Lake Shore 


Southern and Erie roads run 


fording ample transportation facilities. The 


trackage system in and about the works, how- 
ever, is owned and operated by the company. 


For switching on the standard gauge system, 
] 


1 


they have a regular locomotive and for use on 

the industrial railway a gasoline motor truck. 

the portion of the plant in which we are 

especially interested in this article comprises 

the gray iron and malleable foundries. 
Gray Iron Foundry 


iron foundry is located in a build- 
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ing 125 by 300 feet, with 
a foundry storage 50 by 150 
feet at the end. It consists 
of a central bay devoted to 
heavy work. This bay is 
spanned by a traveling crane 
running the entire length of 
the foundry and having a 
capacity sufficient to handle 
the largest work they make. 
The crane also runs over 
the cleaning department at 
one end, and in front of the 
core department at the 
other. The traveling crane 
has a 15-ton capacity with a 
5-ton auxiliary. Joining the 
heavy work floor there is a 
light work floor devoted to 
snap flask work, or light 
floor work. 

In addition to this there 
are a number of jib cranes 
equipped with air hoists. 
The core department is lo- 
cated at one end of the 
room and is equipped with a 
core machine for making 
stock cores, the necessary 
benches and boxes for spe- 
cial cores and both large 
and small core ovens. The 
core ovens are fired with 
natural gas. 

The cupolas are located 
about the middle of the 
length of the foundry and 
consist of two Whiting 
cupolas, one 75 inches, and 
the other 50 inches inside 
the lining. There is also a 
33-inch Collieu cupola. One 
of the cupolas is arranged 
to tap either into the main 
bay, or at right angles into 
a side room. 

The cleaning department 
is located at one end of the 
foundry and extends across 
the entire width of the 
building. Between the clean- 
ing department and _ the 
cupolas there is arranged a 
large lean-to building — or 
bay, used entirely for ma- 
chine molding. There is one 
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MAIN BAY OF GRAY 


Berkshire automatic molding machine used for 
small work and a large number of small ma- 
chines of various types and makes for standard 
work. In this department there is one feature 
that is certainly novel. Some of the stripping 
plate machines are arranged upon long timber 
foundations at the sides of the building. Trol- 
ley tracks are run clear across the building 
from one machine to the other, and each track 
is equipped with a large and a small air hoist. 
One of these is of 800 pounds capacity and 
the other of 2,500 pounds capacity. The ma- 
chines on opposite sides are fitted up so that 
one will make the drags and the other the 
copes. The heavy hoist places the drags on 
the floor and the lighter hoist is used in plac- 
ing the copes. After all of the molds are 
closed, the large hoist on the next track is 
swung over, hitched to one of the molding 
machines and the machine lifted under the 
next line of trolley track. The hoist then 
passes to the opposite side of the room and 
shifts that machine. Both machines are im- 
mediately put in operation making copes and 
drags, and another line of molds across the 


room completed. The large hoists are also 


























IRON FOUNDRY. 


used for pouring, which is accomplished by 
industrial 
‘ailway and then lifting ith the heavy 
raliway arnt then iting it with the 1eavy 


bringing in a truck ladle on the 


hoist and carrying it along over a line of 
» z aS 


molds. Of course the pneumatic squeezer ma- 
chines cannot be shifted in this way, but with 
the stripping plate machines used for heavy 
work the method serves very well indeed. 

The entire foundry is well lighted by side 
lights, sky lights, and monitor roof. 

Storage Provisions 

The pig iron, scrap, etc., together with the 
larger proportion of the iron flasks not in use 
are stored in the yard near the cupolas. 

One of the most interesting features of the 
entire plant is the storage building located at 
the end of the foundry. This is arranged 
with a standard gauge railway track through 
the center, a narrow gauge track on each side 
of it, and a traveling crane above. Suspended 
from the traveling crane there is a skip or 
box, and the material as it arrives is loaded 
into this, hoisted to the top of the bins, and 
dumped into a movable hopper which can be 
set opposite any one of the bins. In this 


way the bins on both sides can be filled with 
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MALLEA BLE 


any material for which they are intended. The 
material can then be drawn out into cars on the 
industrial railway track in the center or into 
cars along on the outside of the 
On the outside of the building there 


running 
building. 
is an elevated track on one side from which 
material can be loaded directly into the bins. 
The bin capacity is sufficient to store an en- 
tire winter’s supply of molding sand, sea coal, 
coke, etc. 
Matleable Department. 


As this company’ requires a large amount of 
1 
I 


lacing, 


malleable fittings and other castings for use 


in connection with their business it was de- 


cided that it would pay to install a malleable 
iron foundry. This department occupies sev- 
eral buildings. The malleable foundry proper 
occupies a building 75 by 150 feet and is equip- 
ped with one 20-ton air furnace of the ordi- 
1) 4F ~} - . ¢ wn 1 hey 
nary top charged such as is generally 


The 


in one corner and 


type, 
used in connection with malleable plants. 
located 
such a point that he can look over 
floor. Under the located 


foreman’s office is 


office is 


the metal pattern repair shop, fully equipped 
for replacing gates and doing any other work 
necessary for the repair of metal patterns 


Adjacent to the metal pattern repair depart 


is the heating furnace for drying 


nd warming hand ladles, which is certainly 


lesigned piece of equipment. The con- 
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FOUNDRY. 


one of the il- 
lustrations, in which it will be seen that the 


struction is plainly shown in 
furnace is simply a rectangular brick structure 
with some angle irons running lengthwise and 
some spacing bolts arranged vertically so as to 
divide the furnace into small rectangular units. 
A series of plates may be laid in on the angles 
to form for the ladles. One of these 
plates is standing on top of the furnace and it 
will be that 
openings are cut out about the sides to allow 
the hot gases to pass up about the ladle. The 
front of each compartment is closed by a cast- 


seats 


noticed four small semicircular 


ing with a small cast latch which can be swung 
down over the ladle shank. The furnace can 
all be taken down and re-assembled in a very 
few minutes. In the case under consideration 
a natural gas fire is arranged along the bot- 
tom, but there is no reason why the same con- 
struction could not be used with a coke or hard 
coal fire with equally good results. Such a 
furnace as this would be found very handy in 
any foundry using a large number of hand 


ladles. Adjoining the malleable foundry is 
the hard cleaning room, which is equipped with 
The cast- 


are then taken to the annealing depart- 


a battery of exhaust tumbling mills. 
ings 


ment which is located in a building 50 by 150 


feet. There are five annealing furnaces, all 


fired with natural gas. The pickling tanks are 


located in one end of the 


annealing depart- 


























rt- 
sO 


all 


ire 





June, 1905 











TRE FOUNDRY 




















I, CHARGING 





ANNEALING 











OVENS. 2. HARD CLEANING ROOM. 3. PACKING ANNEALING POTS. 
THE PICKLING DEPARTMENT CAN BE SEEN 


IN THE BACKGROUND 4. LADLE DRY 


ING FURNACE. §. SMALI, CORE DEPARTMENT IN MALLEABILE FOUNDRY 


ment. Adjoining the annealing department is 
the soft cleaning room, which is equipped with 
tumbling barrels and other machinery neces- 
sary for cleaning soft castings. Such fittings 
iS require galvanizing are taken to the gal 
vanizing department, which is located near the 
malleable foundry and is equiped with pickling 
tubs, zine pot and all the other apparatus nec- 
essary. 

he cores for malleable fitting constitute a 
large proportion of the expense necessary for 


the 
tll 


production of this class of work. For 
making these cores a very carefully arranged 
core department has been fitted up in one of 


ie brick buildings which was on the site at 
the time the present company purchased the 
old oil refinery property. On the first floor 
f the department there is located a sand mix- 
ng department in which all of the sand is pre 
pared. Many of the heavier cores are also 
made on this floor. The core ovens are sec- 


ional ovens fired with natural gas and are 
rranged along one side of the building. All 





of the work on the first floor is done by men 
and boys. 
| 


For making the cores for the smaller fittings 


girls are employed. They work on the second 
floor, the core sand being brought up by means 
of an elevator, and their racks of finished 
cores being placed on a special elevator which 
runs continuously. The cores are removed by 
men on the lower floor and placed in ovens. 
lhe plant is so arranged that the girls have a 
separate entrance to the grounds and no one 
but their foreman has any business on their 
floor except those who work there. The room 
is neat and light. 

The entire malleable department shows care- 
ful thought in planning and laying out the 
work so that it can be done to the greatest 


advantage. 


(he Mesta Machine Co., of Pittsburg, Pa., 
has plans prepared for an addition to the big 
plant at West Homestead which will double 


Its capacity. 





METALLOGRAPHY APPLIED TO 
FOUNDRY WORK. 
PART II. 


BY ALBERT SAUVEUR. 
DEVELOPMENT OF THE STRUCTURE OF POLISHED 
SAMPLES OF CAST IRON. 

When samples of grey cast iron, polished as 
described in the first installment of this article, 
are examined through the microscope, numer- 
ous, small, irregular cavities are revealed 
which mark the spaces once occupied by the 
of carbon always 
present in this grade of iron. Most of these 
graphite particles are removed by the polishing 


operation but the small cavities which remain 


small particles graphitic 


indicate accurately their former location and 
Fig. 1 shows under a magnification of 
56 diameters, the appearance of a sample of 


shape. 





NOT 


BUT 


FIG. I. GRAY CAST IRON POLISHED 


ETCHED. MAGNIFIED 56 DIAMETERS. 


grey cast iron after polishing. The irregular 
cavities just referred to, whether they still con- 
tain their graphite or not, appear as so many 
black areas. It will readily be inferred that the 
appearance of the magnified image of this pol- 
ished sample of grey cast iron should convey at 
least as much information concerning the phy- 
the 
in other words 


sical and chemical characteristics as ex- 
amination of the fracture, or 
that these properties must be closely related to 
the number of the graphite particles revealed 
by polishing, to their size and shape, their dis 
tribution, etc. I shall have occasion to show 
that very valuable information may indeed be 
obtained from the microscopical examination 
of polished samples of cast iron without sub 
jecting them to further treatment, but it will be 
noted that in these samples the structure of 
the metallic part is not revealed. The polish- 
ing operation has imparted the same appear- 


ance to the various constituents of which this 
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metallic mass is composed: they have all as- 


sumed a mirror-like aspect, reflecting the light 
to the same extent, so that it is not possible 
to distinguish them from each other. In order 
to make these various constituents visible un- 
der the microscope it is necessary to impart to 
them unlike appearances through the action of 
certain treatments affecting them differently. 
These treatments generally consist in subject- 
ing the polished samples to the action of acids 
or of some other reagents which attack cer- 
tain constituents to the exclusion of others or 
with varying degrees of intensity: they are 
generally known as “etching treatments.” 
Polishing in Relief—In the case of white 
cast iron two constituents are present (to be 
described later) which differ much in hardness 
and if the tripoli and rouge polishing be con- 





IRON IN RE- 
100 DIAMETERS. 


FIG. 2. 


WHITE 
MAGNIFIED 


CAST POLISHED 


LIEF. 


tinued for a sufficiently long time, and espe- 
cially if it be conducted on a soft, yielding back- 
ing, a pronounced relief effect is produced re- 
sulting from the greater wearing of the soft 
constituent. The difference in level of the two 
‘onstituents, obtained in this way, differentiate 
them under the microscope without further 
treatment. 

lig. 2 shows the microstructure magnified 
100 diameters, of a sample of white cast iron 
The presence of two constit- 
The soft 
stituent appears dark because being somewhat 


polished in relief. 
uents is clearly brought out. con 


depressed, each particle of it pertains, micro 
scopically speaking, of the nature of a shallow 
cavity rhe 


by the soft constituent assuming a marked ap 


differentation is further assisted 


pearance, while the hard component retains its 
specular aspect. 
While such relief polishing makes it pos- 


sible in the case of white cast iron to observe 
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some features of the structure without further 
treatment and while it is occasionally valuable, 
it seldom reveals structural details which are 
not better brought out by an etching or some 
other developing treatment. 

Etching Methods—Many reagents have been 
recommended for etching polished samples of 
iron and steel, but I shall only describe here 
those treatments which, so far as my experi- 
ence goes, yield the best results. 

The structure of cast iron may be made ap- 
parent by etching polished samples with one 

f the following solutions: (1) Nitric acid in 
absolute alcohol, (2) picric acid in absolute 

leohol, (3) concentrated nitric acid and (4) 
tincture of iodine. I have named them in the 
order of my preference. 

Etching with a Solution of Nitric Acid in 
Alcohol_—A solution should be prepared con- 
taining 10 percent of concentrated nitric acid 
(1.42 sp. gr.) and go percent of absolute al- 
cohol. A small amount of this solution should 

poured in a small beaker or dish and the 
lished sample immersed in it for a very 
hort time (seldom exceeding 10 seconds). It 
generally better not to leave the sample in 
the solution for more than five seconds and 
to repeat the treatment if it be found that 
the etching was too slight. When the sample 
is taken from the etching bath, it should be 
quickly washed in alcohol and carefully dried, 
preferably by means of an air blast followed 
by gentle wiping with a soft cloth; or lacking 
blast, altogether with a soft cloth. 
\ piece of chamois leather may also be used 


to advantage for wiping the specimen, after 
drying it, immediately before examining it 
To that effect it is 
convenient to nail a small piece of the leather 


under the miscroscope. 


a piece of wood and to rub the specimen 
er it once or twice. This block should 
be kept carefully covered to prevent any dust 
m settling upon it. 
The etched specimen is now ready for mi- 
croscopical examination. 
Etching with a Solution of Picric Acid in 
yrol—A solution should be prepared con- 
ning 10 percent of picric acid and go percent 
absolute alcohol and the etching conducted 
exactly as described for the treatment with 
ric acid in alcohol. 
tching with Concentrated Nitric Acid.— 
polished samples should be dipped in con- 
centrated nitric acid (1.42 sp. gr.) and im- 
liately held under an abundant stream of 
ning water. When iron is immersed in con- 
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centrated nitric acid it assumes what is known 
as the passive state, i. e., it is not affected by 
the acid. As soon as the layer of concentrated 
acid which covers the polished surface, how- 
ever, is diluted by the running water, it attacks 
the iron vigorcusly, but for such a short time 
(since the water soon removes all traces of 
acid) that there is very little danger of etch- 
ing too deeply. One such treatment is gener- 
ally sufficient to bring out the structure sharply 
and clearly, but if the sample be found in- 
sufficiently etched the etching should be re- 
peated in exactly the same manner. 

Etching with Tincture of Iodine—Some 
tincture of iodine, such as may be obtained 
from pharmacists, should be diluted with the 
A little of this solu- 
tion should be applied to the polished surface, 


same amount of alcohol. 


conveniently by dipping a finger’s end in the 
tincture and gently rubbing the specimen and 
repeating the treatment until the surface ap- 
pears dull or slightly tarnished. The sample 
should then be washed in alcohol and dried. 

Heat Tinting Method.—This method con- 
sists in heating the polished sample gently and 
gradually in contact with the atmosphere by 
holding it over a Bunsen flame for instance, or 
placing it on a hot plate or in some other suit- 
able manner. The different constituents as- 
sume, in rapid succession, but with varying 
velocities, different shades due to the forma- 
tion of light films of oxides, in such a way 
that at no instant of the heating are two com- 
ponents colored alike. This method has been 
applied extensively and with much success to 
cast iron by Mr. J. E. Stead and I shall have 
occasion to again refer to it. 


FOUNDRY COSTS.* 
BY RALPH BOWMAN. 


In analyzing production and in ascertaining 


the cost, the proposition “per se”, is the same 
with all foundries; but the method must differ 
with each individual foundry. This is caused 
by the difference in castings and the varied 
nature of each foundry’s business. “One 
man’s meat being another man’s poison” often 
holds good 

There are three divisions in foundry cost to 
be considered: 

1. The material, or metal, composing the 
cupola charge. 

*Paper read by Ralph Bowman before meeting of 
Buffalo Foundrymen's Association, March 21, 1905 
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2. The general expenses and supplies. 
3. The actual molding time of the molder. 
The first and third divisions, the material 

and molding labor, show in themselves what 

they are. The of 
overhead charges, such as taxes and insurance, 


second division, consists 
or rent, improvements and repairs; contingent 
or sinking funds to cover depreciation; losses 
through bad debts, etc., direct charges, such 
as foreman’s wages, wages of cupola tenders, 
core makers, cleaners, general roustabouts, 
and the molders’ time cutting sand and pour- 
ing metal; and also the supplies, sand, facings, 
riddles, 


These divisions having been made and the 


shovels crucibles, flasks, ete. 


cost ascertained, the cost of castings may be 
found in the following manner: 
The three divisions are added together and 


from this sum 4s deducted the value of the 
scrap, etc., recovered in gates, spruces and pig- 
bed. Into this remainder is then divided the 


total number of pounds of good castings, and 
the the of the 
product 
On the 
(that 
expenses and supplies) may be added together 


result is cost, per pound, 


other hand, the first two divisions, 


is, the cupola charge and the general 
and the value of the scrap recovered, deducted 


from their sum. This remainder may be di- 
vided by the number of pounds of good cast 
ings, giving, thereby, the cost, per pound, of 
the 


individual casting is then found by multiplying 


metal in the castings. The cost of each 
its weight by the metal rate, per pound, and 
adding to the result the molding time of the 
molder spent on the casting. 

Small and light castings would quite likely 
take the first method, while large, ponderous 
and heavy castings would very likely take the 
second. 
rules foundry 


the for figuring 


costs cannot be laid down in a hard and fast 


Therefore, 
manner, a foundry’s individuality and the in- 
formation it desires, necessarily qualifying the 
method and the form of analysis. 
debatable to 
account many items of foundry costs should 


And again, it is what exact 


be charged. General officers’ salaries, for in- 
stance, may be considered a part of the selling 
expens Plant depreciation may go into gen- 
eI expense; or, it may be deducted from 
net profit (the result being called actual 


profit This scheme is frequently all right 
for a big manufacturing plant; but generally 
it proves quite wrong for a jobbing foundry. 
Depreciation’ may also be taken care of bv a 
I might say here that deprecia 


sinking fund. 
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tion is an item which many times lacks con- 
sideration and that its disregard cannot be too 
strongly condemned. Depreciation should be 
taken care of at every closing of the books. 
Plants will deteriorate and machinery, kept 
even in the best order, will become obsolete 
The 


owner, therefore, who does not take this item 


sometimes, by reason of improvements. 


into account, gives his business at one time 
credit for more than it is actually doing and, 
at another time, is unjust to it, when the los: 
While the part of 
manifestly unfair to ask 
to burdens 


of 


falls in one lump. on 
corporation it 
stockholders assume 
which a_ portion the former 
should have been retained to cover. 

Other such 
through bad debts, also deserve consideratio1 


1S 
future such 
dividend 
overhead expenses, as losse 
and should be arranged for much in the sam: 
way as depreciation. 

Under direct charges, while new flasks ar: 
quite properly charged to Plant Improvements, 
repairs to flasks, or flask renewals, although 
taken care of to a certain extent, by deprecia 
They 


are really supplies, for flasks are used up lik 


tion, ought to be charged to the metal. 


files, some portion being taken by every cast 


1 


ig. 


1 
flask directly to the job for which it is mad 
Another debatable item is core-making. A 


Again, it may be correct to charge thi 


a rule, however, the cost of cores is put into 


general expense, for it takes a very expensi\ 
core indeed to make an appreciable showing 

It is a matter of actual molding, theoreti 
cally, the labor should be charged directly t 
the job, but this is frequently found imprac 
tical the 
small and of great variety. 


castings are 


Dividing the cast 


where 


ings into classes, such as light and heavy, or 


comparativel) 





light, medium and heavy, and keeping track of 


the molding labor on each class frequently 
produces satisfactory results. The results 
from the latter scheme, though, should | 


checked from time to time by comparison with 


the cost of actual molding labor on individu 
castings. 
This 


foundry costs; 


of 


any 


in 
of 


idea, 
but, 


analysis cannot end with costs. 


is the general, 


course, busine 
The questi 
of profit and loss is to be considered. 

The cost,of the product being known, tl 
cost of the sales is therefore known. The c 
of the sales being deducted from the sales, t! 
gross profit appears, and by deducting t! 
selling expense from the gross profit, the 1 


profit is shown. 


figuring 


+ 
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lhere is also much to be said of the value of 
foundry’s analysis outside of the bare knowl- 

ige of the cost of its product. The results 
f different formulas of cupola charges, for 

ie thing, are read like a barometer. The 
ibor must account for itself. The expenses 
tell their own tale. The coke shows how many 
suunds of metal each pound of it is melting. 
The leakages appear. Defective castings can- 
not be hidden. All kinds of molding compar- 
sons are made. Patterns come in for criti- 
sm and are sent to the pattern-shop for 
ore draught, to have corners rounded, to be 
haped differently and parted in another way 
so as to save cores, and for all kinds of re- 
irs and improvements. (I know of one case 
where a pattern was remade and the parting 

r it differently saved the making of ten 

res). 

It is not speaking too strongly to say that a 
foundry manager can sit at his office desk and 
learn from analysis what is going on even 
better than if he stood out in the foundry. 

lo sum it all up, where Foundry Costs are 
ascertained, “gesstimating” is changed into 
estimating. 


LINING A CUPOLA. 
Seeing that you devote considerable space 


cupola notes, I thought you would like to 


ar the way I keep my cupola in repair. The 
st time the cupola was lined, which was over 
year ago, the mason tried to get the boss to 
line it with a double row of bricks and another 
rw faced against the casing that would give 

about an eleven inch lining and 60 inches 

side. He thought that way it would make it 
easier for me to keep it in repair, so the 
boss asked my opinion of it, and I said it 
would be too weak a lining for in a short while 
he inside row would be all broken by the 
tharging and it would not be safe. The way it 
is lined now there is a face brick against the 
casing and a wall of bull heads or key bricks 


1t 
il 


D 
I 


n end ways which gives a good solid lin- 


f 12 inches, but what the mason had said 
et me thinking, and as it began to burn at the 
elting zone and below the tuyers, I began to 


ng <¢ 


hip away enough to allow me to set bricks in 
call it facing the cupola and so I kept on 
ing as it got burned out higher up. My 
bject was to see how far I could face it 
ith safety and still give a good solid lining 
nd a good clear drop and perfect satisfaction 
through the heat. 

\t the present I have it faced five feet above 
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the tuyers or seven rows of bricks. The upper 
four rows last for six weeks running daily 
melting from 10 to 30 tons. The three rows 
just over the tuyers have to be replaced after 
running two weeks and the bricks below the 
tuyers will last for three months, or in other 
words I am running the cupola at a saving to 
the company of 1,000 bricks every three months 
over what were used in the meantime to keep 
it built up at the melting zone, but where the 
We will 
start at the top of the facing or five feet above 
the tuyers. What is behind the facing is a 


saving comes is when we reline it. 


good lining of 9 inches and is good for years. 
In this case it is a saving of 3,000 bricks or 
enough to keep it faced for nearly six months, 
and they used to reline it that far up every 
three months. 

I think this is what the foundrymen are 
looking for—something to lower the expense 
of the cupola and at the same time give perfect 
satisfaction right along. ‘This one melts 10 
tons an hour and has kept up tl 


last lined over a year ago, that is, 


iat rate right 
along since 
whenever the heat runs to 15 tons or over, and 
we have run as high as 50 tons and got it 
down in five hours from the time the wind 
went on. If you think this is of any interest 
and wish for further particulars, I would be 
pleased to give them. We also have a small 
cupola that was made especially for testing pig 
iron. It is only 12 inches inside lining and 
stands five feet over all from the floor. We 
ran 100 lb. of iron out in 20 minutes from the 
time the wind was put on, and we took four 
different tests out in succession by charging 
after each was run out. 
JoHN RICKETTS 


The C. H. Wheeler Condenser & Pump Co., 
Philadelphia, Pa., has succeeded the Barr 
Pump Co., of that city. Clifton H. Wheeler, 
the former president and general manager of 
the Wheeler Condenser & Engineering Co., of 
New York, is now identified solely with the 
C. H. Wheeler Condenser & Pump Co., of 
Philadelphia. 

The name of the Diamond Drill & Machine 
Co., Birdsboro, Pa. has been changed to 
Birdsboro Steel Foundry & Machine Co. Since 
the erection of the company’s steel casting plant 
it was decided to change the name. 

The Bloomsburg Car Mfg. Co., of Blooms- 
burg, Pa., has been absorbed by the American 
Car & Foundry Co., and will henceforth be 
known as the Bloomsburg department of that 
company, 
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TRADE OUTLOOK. 


For a number of months there has been a 


race between the blast furnaces and the con- 


sumers in which the consumers have been 


ahead and stocks of pig iron have been con- 
stantly decreasing. The strenuous efforts on 
the part of the blast furnace operators, how- 
ever, have at last won out, and in the past 
month stocks have increased. This condition 
and the added fact that the foundry tonnage 
is not increasing rapidly have tended to reduce 
prices for raw materials, and No. 2 Southern 
foundry iron may now be had at $13 at the 
furnace, while the same grade of Northern 
iron is sold at $15.50 at the furnace. This is 
about 50 cents a ton less than was quoted a 
menth ago. 

Few of the large melters have placed their 
orders for the second and third quarters yet, 
and all seem to feel sure that prices will not 
advance and may yet be lower. On the other 
hand, furnacemen do not look for any radical 
furnaces have been 


change. A number of 


blown out for relining, and this will have 
some effect on the amount of stock on hand 
at the end of the next month. Coke is now 
selling at $2.50 for foundry coke at the ovens 
in the Connellsville region. Some of the job- 
bing foundries thoughout the country report an 
increase of business, but the gray iron foun- 
dry business in general does not seem to have 
The steel foundries for the 
The 


steel mills are all running full, but mostly on 


picked up much. 


most part are working at full capacity. 


old orders. 

Ship building on the Great Lakes is going 
on at a rapid rate and at present the Ameri- 
can Ship Building Co. has eleven boats to 


build next year. This is a greater number 


than it has ever before had contracts for so far 
ahead. The railroads are continuing to place 
orders for new equipment and building is active 
throughout the country, calling for a large 
and increasing tonnage of structural steel. 
Prices of finished iron and steel are generally 
steady, but with some tendency to shade on the 


lighter finished forms. 
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AMERICAN FOUNDRYMEN’S ASSOCIA- 
TION CONVENTION IN NEW YORK. 


Judging from the large number of letters 
which we have received concerning the an- 
nual convention of the American Foundry- 
men’s Association Convention to be held in 
New York, June 6, 7 and 8, we feel that 
there is some misunderstanding among 
foundrymen concerning those who are wel- 
come at this convention. 

The American Foundrymen’s Association 
was organized for the betterment of of the 
foundry trade, and its object has always 
been educational. All who are interested 
in the foundry trade are welcome at the 
meetings, including owners, foremen, or any 
one connected with the trade in any way 
who desire to co-operate for its betterment. 
It now looks as though there would be a 
very good attendance, but there is one point 
which Dr. Moldenke has asked us to call 
to the minds of all who intend to come, 
and that is, to remember that the special re- 
duced rates are on the certificate plan and 
that when purchasing your ticket it will be 
necessary to secure a certificate from the 
ticket agent. When this certificate is coun- 
tersigned in New York, it will entitle the 
holder to the purchase of a return ticket 
for one-third fare, thus making the round 
trip for 1% fare. 

The Murray Hill Hotel, Forty-first street 
and Fourth avenue, is to be the headquar- 
ters during the meeting and everything 
looks favorable for an exceedingly pleasant 
meeting. The number of papers to be read 
contain some which are exceedingly inter- 
esting. The following are the titles of the 
papers now in the printers’ hands and it is 
expected that a number of others will be 
ready before the time of the meeting. 

Dr. Moldenke wishes us to request all who 
are coming to come prepared to discuss 
any of the papers mentioned, or if they have 
any other points which they wish discussed, 
to send in the same or come prepared to 
bring them up. 

The session on Wednesday, at Columbia 
University, will be an especially interesting 
session and several of the papers will be il- 
lustrated by stereopticon views. The ex- 
cursion on Thursday to visit the foundry of 
the International Steam Pump Co. will also 
be full of interest, as this is one of the larg 
est and best of the foundries which have been 


constructed recently. Every progressive 
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foundryman in the country should be pres- 
ent, or at least be represented by his fore- 
man. 

One very interesting fact is that the pat- 
ternmakers are taking considerable interest 
in their section and that there will be several 
papers on patternmaking subjects. 

The following is a list of the papers now 
in the printers’ hands in addition to which 
there are several others now in preparation. 

A Simple Method of Molding a Propeller 
Wheel, by A., M. Loudon, Elmira, N. Y. 

Notes on Some Retort Coke Melting 
Ratios, by C. M. Schwerin, Milwaukee, Wis. 

Blowers, Piping and Cupolas at the Plant 
of the Michigan Stove Co., by W. J. Keep, 
Detroit, Mich. 

Making a Molder, by H. M. Lane, Cleve- 
land, O. 

Care and Storage of Patterns, by H. M. 
Lane, Cleveland, O. 

Meiting Steel with Cast Iron, by R. P. 
Cunningham, Holyoke, Mass. 

Things Needed in the Foundry, by David 
Spence, Chicago, III. 

Needed in the Business, by Benj. J. Ful- 
ler, Allegheny, Pa. 

A Successful Foundry Combination, by 
Arch M. Loudon, Elmira, N. Y. 

Some Thoughts on Modern American 
Foundry Practice, by John C. 
field, N. J. 

Practical Brass Founding, by C. Vickers, 
Milwaukee, Wis 


Accounting—An Influence towards Les- 


Burns, Plain- 


sened Costs and Increased Efficiency, by 
Kenneth Falconer, Montreal, P. Q. 

Cost Keeping for the Foundry, by R. W. 
McDowell, Uniontown, Pa 

Notes on Pipe Foundries and Suggestions 
on Metal Mixers for Foundry Purposes, by 
J. B. Nau, New York, N. Y. 

The Effect of Manganese in Low Silicon 
Cast Iron, by H. C. 


ing, Pa 


Loudenbeck, Wilmerd- 


\ Modern Method of Venting Cores, by 
Jas. A. Murphy, Franklin, Pa. 

The Use of Plaster of Paris in the Foundry, 
by Edward B. Gilmour, Peoria, III. 

The use of Thermit in a Railroad Shop, by 
Jas. F. Webb, Elkhart, Ind. 

Foundry and Pattern Shop Standards, by 
Wm. H. Parry, Brooklyn, N. Y. 

Report of Committee on Standard Meth- 
ods of Determining the Constituents of 
Cast Iron. 













The Prose and Poetry of Progress, by 
S. H. Stupakoff, Pittsburg, Pa. 

Better Conditions in the Pattern Shop 
An Experiment that Succeeded, by J. L. 


Gard, Denver, Col. 


SKELETON PATTERNS. 


BY H. J. M’CASLIN. 
» building of complete pattern for large 


irregular castings such as nozzles, saddles, etc., 
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nozzle weighing about 19,000 pounds are shown 
in Fig. 1, two of these castings being bolted 
together at A and subsequently riveted to the 
shell. While there may be several ways in 
which a skeleton pattern for a casting of this 
description may be constructed, the one under 
discussion has proved very satisfactory. 

The completed skeleton is shown in the re- 
verse position to that in which it is built and 
cast in Fig. 2. The contraction of steel cast- 
ings of this description and size being uncer- 
tain, and in most cases will not contract, the 


usual allowance of 3-16 per foot, an allowance 




















m 





is not always practical, the form of pattern 

commonly known as skeleton or frame pattern 

is resorted to. This practically consists in the 
Cc 

rf 
~w 
SQ i 
~~ 

C 





Fig. 1 


m 















frame, the in- 
thickness of 
required 


skeleton or 
exterior form and the 
the 
work can be made more or less 


eonstruction of a 
terior and 
which casting 


The 


elaborate, 


correspond to 
pattern 
iccording to the manner in which 
the molder desires to proceed in order to con 
struct the mold, and upon the ability of this 
individual the evenness of the casting to a 
great extent depends, as the skeleton gives an 
outline only and a partial guide for the strikes 
section of a cast steel 


Three views of one 


of % of an inch per foot, with an extra allow- 
ance for finish for exact dimensions will gen- 
erally be found sufficient. 
CONSTRUCTION OF THE 
Following the general practice of laying out 


SKELETON, 


the required full size sections, the building of 
the concave flange B is the first part of the 
work to be this 
operation, a form can be lagged up as shown 
in Fig. 3, conforming to the concave surface of 


undertaken. To facilitate 


the flange and upon which the flange is laid 
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Fig. 2 


it and built 14 at a time. The segments for and then elevated and secured with suitable 


+ 


» flange are fitted, dressed to thickness sepa supports and braces in its proper relation to 
tely and then tongued together as shown flange B. It is next necessary to space off 
\ number of forms as shown in Fig. 4 ar¢ and locate the ribs. To facilitate the cutting 


xt gotten out and lined and leveled up on the out of the ribs, material about 7g of an inch 


or, taking care to see that they are securely thick can be used, each piece being fitted in 
iced. The four quarters of the flange B are place and gotten out as a templet and later 
ited and fitted together over these forms when the templets have been dressed to form 


secured to one another they are reinforced on both sides for strength 


o facilitate the handling and storing of the and replaced in position as ribs. This method 
ttern, if desired a joint can be made on the _ results in a saving, both of material and time 
es C C, Fig. 1, and the two halves screwed As the only sections shown by the draftsman 

are those illustrated in Fig. 1, it becomes nec 


essary without developing the section at each 


cant 
on | 





rib, to work from one section t nother. The 
templets for one-half of each end are gotten ‘ 
ie: Zz = 
— \ 





x t with the outer edges, sawed 1 ighly to 
8 form. They are then placed in position and 
\ temporarily secured, with the aid of a flexible 

\ \\ strip and the eye The outer edge of each , 
(-\ \ \ \ templet is dressed to form, working from one 
\ \ section to the other Lhe templets for the 


opposite half of the end are now marked from 


those already made and tried in place. The 
templets are then reinforced for the proper 


thickness, after which the metal thickness or 








1 a 

> interior form of the skeleton laid off on 
: Qs. each rib and they are dressed to the proper 
1 ether. The ring D, Fig. 2, forming a part thickness. They are then returned to place 
f the skeleton and to which the ribs are se ind secured in position. It will be observed 






d is built up of segments turned to size that no provision is made on the skeleton tor 
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FIG. 


the flange E, Fig. 1, this flange being made up 
during the molding operation by using seg- 
ments. 

MAKING THE MOLD. 

A hole is first dug in the floor to the re- 
quired depth and two of the forms shown in 
Fig. 4 which were used for supporting the 
skeleton while it was being built are used for 
striking up a bed upon which the skeleton may 
rest. The 


forms are then removed and the 


1 1 
skeletol 


set in position upon the bed. 
is then rammed up. 


The core 
To facilitate this operation 
and to prevent the sand from ramming out 
through the openings, boards can be set up to 


the openings and braced from the walls of the 





pit The gates are arranged as shown in Fig 
RISER 
| 56t e 
oa aap 
+ COVERING CORE fj 
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6. 


6, and the runner prepared as the ramming 
progresses. After the core has been rammed up 
the boards surrounding it are removed and the 
core or body of sand dressed and slicked to the 
shape of the outside of the skeleton. The ex- 
act form and evenness of surface will depend 
to a large extent upon the molder’s ability 
and judgment. The cope or cheek is then 
rammed up upon this outer surface. In order 
to do this, the parting is prepared, the flask 
placed in position and rammed up in the or 
dinary manner. The depression forming tlt 
upper flange E being made with the aid of a 
segment representing a section of the flang: 
and at the same time a seat for the covering 
cores is swept off on each side of the segment 


FLANGE E 
WING BARS 









COPE OR CHEEK } 


TOT. 


Fig. 6 
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Fig. 


The cope or cheek is now lifted off, blocked 
up and finished in the usual manner. 

The sand between the ribs of the skeleton 
which represents the metal thickness of the 
casting is now removed from the core and the 
skeleton lifted off. The accompanying half 
tone, Fig. 5, shows a view of the mold at this 
stage. The core is now dressed to form, after 
which it is dried. The various parts of the 
mold are next assembled, the cope or cheek 
lowered into place, the covering cores to form 
the upper face of the flange E set, and risers 
prepared, and the space between the walls of 
the pit and the flask firmly rammed with sand 
The mold is then weighted down ready for 
pouring. A cross section of the complete mold 
is shown in Fig. 6. 

\ DOUBLE NOZZLE PATTERN, 
Three views of a steel casting for a double 
le are shown in Figs. 7, 8 and 9. This 
liiffers considerably from the one already 
shown and brings out some different principles 
in molding A plan of the nozzle is shown in 
Fig. 7. A section on the line A-A, Fig. 7, is 
shown in Fig. 8, and a section on the line B-B 
in Figs. 7 and 8 in Fig. 9. The pattern is 
parted upon the line B-B. A view of the com- 
pleted pattern in the position in which it is 
built is shown in Fig. to. 

In building the pattern the required sections 
re first laid out full size. The building of 
his skeleton is similar to the mold already 
lescribed. The lower flange G is gotten out 
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—~——___ PARTING 


and built up over a form. The two upper 
flanges H-H are built up and turned with the 
lower half left loose, so that these two half 
flanges may be drawn separately. The rings 
I are secured by supports and braces in their 
proper relationship to the flange G, after which 
the ribbing of the skeleton is proceeded with. 
To assist in getting out the ribs forming the 
parting of the skeleton, a form may be lagged 
up corresponding to the parting, the outline 
of the rib laid out upon this convex surface 
and the rib built up in segments. After one 
rib has been built in this way, the one on the 


opposite side of the parting may be made to 





A 
B 
B-{-{ } 1B 
SEC ia u 4] 
Fig. 8 “Fig. 7 
— SEC " 3 - 
\ . 
| if i] FLANGE 
Fig. 9 
fit it The location and building of the other 


ribs is similar to that already described 
MAKING THE MOLD 
The molding of this skeleton differs from the 
one previously described in as much as it is 


st upon its side, and with the aid of a core 
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FLOCR LINE 
— pore ey 


} 


} 
_ CORE BAR } 


Fig. 11 


bar the core or inside is lifted out. This neces- 
sitates the preparation of a seat for locating 
and supporting the core when it is returned 


: : 
to the mold. 


A hole is first dug to the re- 
quired depth and the drag half of the pattern 
The 


1en slicked and dressed to form and 


is bedded in to the thickness of the ribs. 
inside is tl 


the seat for the core prepared as shown in 
mold, Fig. 11. The 


and the 


section of the 
is next placed in position 
drag half of the core rammed up. The part- 
ing outside of the skeleton is prepared and the 
cope half of the skeleton placed in position, 
after which the ramming of the interior is 
proceeded with. Owing to the angle on which 


the flanges are set, the faces of the flanges 


from the parting line down are formed by the 
core as shown in the cross section of the mold 
in Fig In other words, as far as this 
portion of the flange is concerned, the core 
forms ntermediate part for the mold. When 


the core is left out, the lower portion of the 
flanges are exposed and left free to be drawn. 
ramming of the upper half of the 
the skeleton is 


core for the interior of com- 


pleted, this portion of the skeleton is lifted off 
ind the core slicked and dressed and paper 
applied, after which the skeleton is returned 
nd the openings between the skeleton filled 
with sand and slicked off so that it will form 
body upon which the cope is rammed in the 
1 ner. When the cope is completed, 
t lifted off, together with the cope half of 
the skeleton. The cope is then blocked up, 
the between the ribs removed and the half 
of t keleton pattern drawn. With the aid 
of the core bar, the core is then lifted out, 
blocked out, and the sand between the ribs 
of the lower or drag half of the skeleton re- 


moved and the skeleton lifted out. The drag 


portion of the mold is then finished, the run- 
ner and risers are prepared during the ram- 
ming up of the mold. The mold and the core 
are then dried, assembled, and prepared for 
pouring in the usual manner. 





LABOR SAVING IN STOVE MANU- 
FACTURE. 

BY JOHN MAGEE, 

It is remarkable how 

stove industry has that are primarily labor- 


BOSTON, 


few appliances the 


saving and that are new enough to be of in- 
terest. ‘A little thought naturally separates our 
(1) Labor-saving 
(2) Labor-saving 


We are largely limited in the 


subject into two divisions: 
machinery and tools, and 
shop methods. 
stove business by the fact that it is nearly im- 
possible to devise automatic machinery which 
will prove profitable, due to the fact that there 
are few articles of manufacture which require 
sO many distinct and different operations as 
does the ordinary cooking range. The per- 
formance of any one operation averages a 
limited number of times in any one day; and 
no automatic machine can be made to pay un- 
less it can be kept reasonably busy, so that 
the interest, depreciation and other charges of 
the costly machinery will not eat up the profit. 
In some few cases it has been possible to 
construct machines that will perform several 
operations on one piece, or the same kind of 
operation on several pieces of varying char- 
acter, as in the automatic polishing machine 
But such examples are rare and most of the 
profit-makers in the labor end of a stove fac- 
tory are trivial in themselves; it is the total of 
many such that counts. 

Beginning at the foundation of all our profit. 


r before the National Associa- 
ufacturers at Chicago, May 10, 1905. 


*From a paper read 
tion of Stove Mar 
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and incidentally much of our trouble—the 
foundry—we find the molding machine gives 
greatest promise, although not in any way en- 
tirely satisfactory as yet. To get best results 
it should be installed with automatic sand 
tempering and riddling machinery, conveyors t 
deliver and remove the sand, and with methods 
of doing all lifting and handling by power 
Each of these individual problems has been 
fully worked out for classes of work other 
than stove plate, but as yet unconsolidated 
into a complete system to produce high grade 
castings. Some genius also has a large field 
before him in the production of a machine 
which will print-back faced work and obtain 
as good results as by hand. 

From the molding machine we pass naturally 
to a consideration of the flask question, and 
it is astonishing how little thought this im- 
portant detail seems to have received. Iron 
flasks are decided labor savers and in many 
cases can be used with economy of handling 
far surpassing that of a wooden flask. The 
carpenter shop also will feel the pressure of 
repairing less. Snap flask work is hardly 
known in some shops, particularly in the East, 
and very few firms understand the labor that 
might be saved by their molders, as well as 
flask makers and yard men. In larger sizes, 
with detachable bars, which are either left be- 
hind when the flask is removed or withdrawn 
from the mold just before, labor-saving results 
may be obtained, particularly when used in 
connection with match plates of large size. 
Whether it be wood or iron flasks that are 
used, the yard men can gain time if every mold 
board is marked with the size of flask and 
clamps required, flasks and clamps themselves 
being marked to correspond. 

Every modern shop should have either a 
track or a trolley, and if possible should have 
1, the trolley being best for delivering 


melted iron to the floors if so desired and t 


track surpassing for other purposes. If 
track is to be installed it should, of course, 
connect with both yard and charging plat 
For handling material on and off the cars, 
as well as for use in other places, general favor 
now seems to be given to the pneumatic hoist 
of motor block type in connection with prope 
traveling cranes, although electric hoists may 
Iso be used. This class of equipment is wel 
known to all and hardly requires mention, yet, 
many of those foundries which, in additior 


to their stove work, make furnace and boiler 
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castings, are wofully out of date in economy 
of handling bulky and weighty material. A 
rubber pipe connected to the compressed air 
system is taking the place of the time-honored 
bellows and in some places a pneumatic vibra- 
tor attached to the molding benches will save 
rapping the patterns and consequently decrease 
the labor of repairing breaks in the iron 
pattern shop. Water pipes to the molders’ 
floor is a labor-saving device that costs little 
for the return it gives. 

The core department of a stove foundry is 
generally of no great size, but is worthy of 
attention, as some of our factories are now in- 
cluding boiler work as a side issue. An auto- 
matic mixing machine has been found to give 
uniform results in this department and _ for 
fitting cores cast iron files cut quicker as well 


} 


as cost less than steel ones. The ovens them- 
selves are important. Design should be care- 
fully considered and oil used for heating on 
account of the slight attendance required, par- 
ticularly when thermostatic controlling is used. 

The mounting shop has little new to offer 
that is of particular note; but there is a grow- 
ing tendency to install what little machinery 
there is that can be used to advantage, and 
it 1s common now to see some kind of a con- 
veying system for handling ranges from 
mounter to fitter and so on until finally landed 
in the storehouse. Work of this department 


is being facilitated by a profusion of emery 
wheels, drilling lathes, ete - in fact, in some 
shops each man is given a complete equip- 
ment instead of using some machines in com- 
mon with his neighbors. 

Drilling being one of the larger mounting 
expenses, several plans have been tried to save 
labor in that direction, the use of tins to cast 
holes being well known. Some progressive 


firms are drilling with the aid of a complicated 


set of jigs and templates for which much is 
claimed 

Water fronts are almost the only pieces of 
stove casting upon which automatic machine 
labor can be satisfactorily expended, and it is 
now possible to procure a multiple drill which 
will work on eight water fronts at one time. 

\ few years ago the automatic polishing 
machine came into prominence and since then 
t has made considerable saving for those whe 


use it, although producing work of doubtful 


In this department polishing belts are super- 


eding the old type of wheel for certain work 
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and when wheels are used those composed of 
compressed cotton buffs cut rapidly and give 
wonderful results when used with some of the 
newer abrasives. On some classes of polished 
work hand labor on small castings has been 
almost entirely eliminated by the water polish- 
ing barrel 

In the nickel room a saving of labor may 
be made by placing the work on wire trays or 
washed or treated 


baskets to be otherwise 


The basket hangs by an air hoist from a 
trolley and is lowered into the successive 
tanks 


In the cleaning room air hammers and pneu- 
matic drills fitted to operate emery wheels and 
cleaning brushes are used in removing fins, 
gates and burnt sand from furnace and other 
castings of large size, 

There is very little machinery of construction 
novel enough to warrant mention in our pat- 
tern shops, but a type of lathe with reversible 
admit the swinging of large work 
from the lathe bed is of value; and the 
d be equipped with steam heated 
melting 


glue pot and with gas lamps for 


wax—trivial features and not new, yet gen 


icking. In the iron pattern shop a 
large blow torch driven by gas and compressed 
ir is essential for straightening warped pat 
brazing, ete., and in this 


terns, department 


one up-to-date concern has attached a file to 
the reciprocating part of a pneumatic hammer 
and is using it for filing 

shipping department sees great possi 
bilities in the 
device in the 


automobile as a_ labor-saving 


place of unsatisfactory horse 


equipment, as the 


work of handling goods on 


and off trucks can be done by the same force 
that moves the machine, but as yet the large 
first cost has deterred almost everyone from 


adopting it until 


well out of the experimental 


Stag 
Taking the second division of our topic, we 


ereatest field for saving of labor to 


be in our shop methods, and foremost in the 


use of an office system by which a 


accounts can be handled by a card catalogue 


reaching every corner of the works for all 
possible desirable information. The time clock 
s important as the clock cards themselves 
( stitute the pay roll when properly 
filled t \ billing machine should be used 
t make out shipping orders and can b 
lap » make as many copies, either wholly 
or in part, as may be required. If so desired 
it will also make charge slips, car labels, rail 
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road receipts, customer’s bill, addressed en- 
velope and such records as may be required 
for the office books, with one operation. 

Our system must also contain provision for 
a record of every tool in the factory and in 
This, in connection with 
suitable charges to workmen for tools lost, 


will soon save its cost in labor alone, as each 


whose possession. 


man can be counted on to have his tools in 
their proper places where they can be found 
when should 
be catalogued, with size of flask, place that 
flask can be found and all other desirable in- 
formation. All raw material in the stock room 


wanted. Every pattern also 


should be followed up by means of cards con- 
to each 
article carried, so that it can be instantly lo- 


taining full information in regard 
cated, and no goods should leave the room 
without an order suitably signed by both work- 
man and his foreman. Much could be written 


in detail of the card system alone, as applied to 


a stove foundry, but only the salient points 
can be touched upon here on account of lack 
of time. 

Proper design of geoods before leaving the 
drafting board will often save time for all of 
the direct manufacturing departments and al- 
ornamental de- 
manufacture is 


though thought is spent on 


sign, etc., practicability of 
draftsman can 


economize for the pattern makers and prevent 


sometimes overlooked. The 


mistakes by making a working drawing of 
each piece sepirately, although this is not gen 
erally done. Detachable nickel and similar de- 
vices, when properly designed on the drafting 
board, can save labor in the polishing, nickel- 
ing, mounting and packing departments. 

Racks for castings should be carefully con- 
sidered and should be placed in the center of 
the building, or where the light is poorest, 
instead of around the walls near the windows, 
and in similar places of value for the most 
economical application of labor. 

Light is essential if labor is to be applied to 
and may be 


est advantage secured by as 


many windows as possible, rising from floor 
to ceiling with upper sashes of prism glass 
which must be kept clean. Proper ventilation 
should be thought of, as labor 


always works to poor advantage in a vitiated 


ind heating 


atmosphere or 


improper temperature. 

The location of all raw material should also 
be studied with a view to storing it near its 
pl ice of use 

Systematic inspection of the plant once each 


month will discover defects in the building, 
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machinery, etc. which can then be repaired 
with less labor than at a later date. In this 
‘onnection it should be remembered that 
stitch in time saves nine” and proper care of 
buildings at the proper time will soon pay for 
the labor incident to the maintenance of a 
separate department of repairs. Certainly not 
the least important of shop methods is the 
necessity of co-operation among all heads of 
departments. As much waste of labor can be 
aused by two departments pulling in different 
lirections, harmony should be secured at any 
cost. We all know, too, how important is the 
rrangement of departments with reference to 
ne another for economy in handling goods, 
ind how, in making changes, consisting of new 
buildings, etc., immediate wants are often 
hort-sightedly consulted rather than the re- 
quirements of the future. 

Lastly it should always be borne in mind 
that in these days of sharp competition the 
greatest saver of all, in labor, as in all other 
details of trade, is system. 


MAKE YOUR PLANT A SUCCESS. 
BY DR. EDWARD KIRK. 

But few managers of manufacturing plants 
eem to have the proper ideas or take the 
proper course in the management of such 
plants. They fail to realize that they have it 
fully in their power to elevate the moral stand- 
ard of their workmen, and by so doing com- 


letely Overcome many of the annoyances and 
sses they are continually subjected to. 
Such as men failing to report for work, 
unkenness among their employes, poor me- 
inics, strikes, etc., and by so doing assure 
he success of their plants. 

hey do not take advantage of the resources 
eir command to overcome these objec- 
features in manufacturing plants, but 
ke things as they find them. Wage a con 
1al warfare for the existence of the plant, 


; 


‘ars of struggling find themselves 


it little better off than when they began, 

h is due in many cases to the drinking 
bit of their workmen, strikes, etc., and the 
ntinuous warfare waged between employer 


: rete , , 
employe, and the lack of interest in the 


‘ess of the plant by the latter 
us should not and would not be the case 
management of every manufacturing 
nt made it their aim to improve the morals 
their workmen, by giving employment 
ndustrious workmen, whose 


was to own thei Own homes ana 
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raise their families in a respectable manner. 

Such men have an interest in the success of 
the plant, for if it fails their employment is 
gone and the value of their property is depre- 
ciated by the lass of its business to the town, 
and they would do everything in their power to 
prevent strikes and losses to the plant. 

A few such men among a shop full of men 
who have no interest in the success of the 
plant or town and are ready at any moment 
to pack their trunk or move their families, are 
helpless to effect these results, but let the shop 
be filled with them and the success of the 
plant is assured, so far as the workmen are 
concerned 

It should be the aim of every manufacturing 
plant to elevate the moral standard of their 
workmen, be they mechanics or laborers. This 
may be done by paying fair wages for amount 
of work done, and treating all workmen fairly 
By doing so the plant is given a good name 
aznong workmen. Desirable workmen are at- 
tracted to it when seeking employment, and a 
better class of workmen may be obtained. 

Men who frequent saloons after working 
hours, or drink to excess after pay day, should 
be quietly called into the private office and in 
formed that if they do not stop this their ser- 
vices will be no longer required. If this does 
not reform them discharge them at once. If 
they stop these habits for a short time and 
then fall back into them again give them an- 
other talking to and another chance. If this 
does not prove effective discharge them at once, 
and let it be understood that when you talk to 
a man in this way, you mean what you say. 
But do not make the mistake of trying to re- 
form him and others at the same time, by giv- 
ing him a temperance lecture before his fel 
low workmen, for this humiliates him, rouses 
the spirit of get-even, and only makes him and 
others worse. Do not try to enforce prohibi- 
tion, for the workman who only takes an occa 
sional drink, is not objectionable It is the 
man who frequents saloons, and induces others 
to drink, that demoralizes the working force of 


plants, by creating or spreading the drinking 


vabit among them. Such men should be fer 
reted out and promptly reformed or discharged, 
for such men may in a short time induce the 
greater part of his fellow workmen to fre 

quent | during or after working hours. 


Do not have rules in reference to the drink 
ing habit printed and hung up in or about the 
shop, for such habits should not be permitted 


among workmen of a shop and require no 
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Men 
workinen and finding fault with working hours, 
management of the 
shop, etce., are mischief makers among work- 


who are constantly talking to other 


tools, wages, foreman, 


men, and should be promptly discharged and 
quietly informed what they were discharged 
for. If this is done they will not be discharged 
from 


many plants before they learn to mind 


their own business and may become desirable 
workmen. 

[he selection of apprentice boys is the most 
important point of all to be looked after, for 
from the apprentice boys come the mechanics 
of the future. If the apprentice boy belongs 
to a drinking family in which the filling of the 
beer kettle during the day or after working 
hours is considered one of the necessities of 
life, he, of course, contracts the drinking habit 
from his infancy, and cannot be made to see 
any harm in it, and when he becomes a me- 
chanic with money of his own frequents sa 
loons and induces other young men of the shop 
to do the same, and when he marries, brings 
up the family in the same way. His sons may 
father’s trade with the 


and in this way the drinking habit is perpet- 


learn the same habits 
umong mechanics. 

If the boy is one of the bad boys or toughs 
of the town he may settle down during his 
apprenticeship and reform, but the chances are 
] ] 


that he wil 


the 


find kindred spirits among the 
for the that 
would accept such a boy as an apprentice must 


men of shop management 


1 
nave a 


} 


ypinion of the mechanics in the 
he is to learn, and may have a shop full 


poor ¢ 
trade 
of such men, and the chances are that he will 
late 


his boyhood characteristics until 


in life or even through life. In which case he 
is neither a desirable apprentice or mechanic, 
for he is sure to impart these characteristics to 
other workmen and make trouble for both em 


ployer and workmen. 

Besides these objections the employment of 
such boys as apprentices has a demoralizing ef- 
fect upon the boys of the town, who are led to 
believe that no matter how bad or tough they 
n they get old enough they can become 
an apprentice at the manufacturing plant, learn 
a trade and earn good wages when men. And 


the 


cases inducement to become an 
apprentice is a desire of a boy to join the gang 


are employed at the manufactur- 


When a boy applies for an apprenticeship 
his family and history as a boy should be look- 
He should 


ed up. be required to belong to a 
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good family, the father of which is a temperate, 
industrious man, and a good citizen. The boy 
should be required to be a graduate of a high 
school and to be known in the town as a good 
boy. If these requisites are found to be satis- 
factory he should be put to work for a few 
weeks or months doing general work about 
the shop and if found satisfactory at this work 
made an apprentice. 

Che managers of many manufacturing plants 
will no doubt say that these rules are all right, 
but that they 
town for the 
high schools 


in their 
good boys and the graduates of 
all brought up to be clerks, 
and to think it a disgrace 


cannot be carried out 


are 
bookkeepers, etc., 
to be a mechanic and only the rougher element 
of boys apply for the apprenticeship, or want 
to be mechanics. 

There is no doubt some truth in this asser 
tion, but whose fault is it that they have been 
brought up in this way? No one’s but the man 
for by employing 
workmen that frequent saloons every night and 


agement of these plants, 
after every pay day are seen drunk and bois 
terous on the streets, perhaps for days, hay 
permitted the impression to be made on every 
sober and industrious father and mother in the 
town that to make their son an apprentice at 
the manufacturing plant was to consign him to 
a drunkard’s grave. How different this would 
be if only sober, industrious men were em 
ployed in manufacturing plants, whose aim 
it was to work steady, own their own homes 
and place themselves and families among the 
leading families of the town. The sons of the 
workmen would then, not only be desirabl 
apprentices, which in many cases they are not 
at the present time, but the sons of the best 
families of the town would be taught that 

is more profitable to become a mechanic than 
a clerk or bookkeeper, and the manageme! 
of the manufacturing plant would have at thei 
command the pick of the boys of the town fo: 
their apprentices, and could select only the 
brighter and more likely boys to become expe! 
Let 
every manufacturing plant in the country an 


the drinking mechanics will rapidly disappear 


mechanics. these rules be adopted | 


and in 20 years from now, when the appren 


tices taken under this rule have become th: 
mechanics, there will not be a drinking on 
among them 

This system of managing working men and 
apprentices is no idle theory, for it has beet 
tried in numerous plants and found to wor! 


well, for some 10 years ago when visiting som 
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foundry plants, foundrymen frequently com 


plained to me that they could not get sober, 


industrious molders, and seldom run a full heat 
owing to their molders having been drinking 
at night and unfit for work the next day, and 
after pay day they were generally compelled to 
close down for one or two days. I outlined 
the foregoing system to them and it was at 
once adopted by a number of them. I had 


casion to visit one of these foundries a few 


weeks ago in which were collected at that time 
s drunken a lot of molders as were prob 
bly ever collected in a foundry. ‘The major 
ty of them only worked when out of money 
nd credit to get drink. The foundry was 


idle about half the time, a full heat was seldom 
‘un, the firm was on the verge of bankruptcy 
and ready to try anything that promised an 
improvement to their condition and at once 


They first discharged 





very molder and closed up the foundry. The; 
then advertised at distant points for molders, 


when a sufficient number was secured, the 


foundry was put in operation with an entire 


new force of molders. Each one of which 
was quietly given to understand that the fre- 
uenting of saloons and drinking habit would 


The old moldérs who had families and re 
mained in the town after being discharged 
were taken back after they had been idle a 


ncient 


neth of time to see the TONY of 


what they had been doing. From that time on 
he foundry was a success and today is the 
iding industry of the town. The managet 


formed me that they had not had a strik 


1 


or any trouble with their men since the syst 


vas adopted, although they had a union and 
the shop was run under strictly union rules, 
which he had not found to be objectionable, 
nd, in fact, preferred to settle any disput 
that arose with the shop committee to settling 
it with individual workmen 


hey did not have a drinking molder in 


foundry, many of whom were the leading 
en of the town and not only owned their 
1omes but other property besides. 

Now, if this system was a success in that 
lant, as it certainly proved to be, it can be 


made a success in any plant; for ten years 


) they certainly had the worst lot of mold- 
rs I ever saw in a foundry. To make this 
vstem a success a limited amount of detective 
ork should be done outside the plant and this 

ld always be done by a man not employed 


or about the plant, and only when a man 


has been proven tl 


been obtained by ga 
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ris found incompe- 


drinking, or 1s sure- 


thers in the shop to 
reputation of the plant, 


uld he be talked to 


PRODUCING SOUND CASTINGS. 


ler what is said about 


molding sands and 
ent molds should be 
in the third paragraph 


WS “Pouring the 
ipt to give sounder 
t metal, as the latter 
which may be held 


that to produce a 


poured hot, and the 


lly see any benefit in 


yf under the skin of 


Making brakeshoes 


producing machinery 
as Is ippose we may 


ng in good iron, 


ught to light, and the 


mers of castings is to 


xs 


lefects instead of 


will always make a 


fourth paragraph of 
iter states, pouring 
oat vives cleaner 
readily seen in roll 
f those not familiar 
wish to state that 
is not ilways pro 
le in the case of a 
t method; but let 
f the cylinder bush 


results have 
se molds on the top 
mm. With reference 
tream being severe 


ottom, will say that 


greater when gated 
he top 
us it when we 


of silicon and as 
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will agree to the 2 percent silicon but see no 
objection to the manganese, in fact, to produce 
iron with good wearing qualities I would pre- 
fer a pig iron ranging 1 to 2 percent manganese 
ina mixture with at least 60 percent machinery 
While this 


ture would not produce the softest castings, it 


scrap regardless of silicon. mix- 
would produce castings that could be machined 
easily and would wear well. In using a high 
manganese iron it is possible to carry more 
steel in the mixture without being troubled 
with shrinkage cracks. 

The writers object in criticising this article is 
simply to create more discussion on the sub 
ject which may be instructive to other readers 
as well as himself. 

The gist of the article in question is con- 
trary to facts that have been demonstrated in 
my daily experience in the foundry and if I am 
on the wrong track I want to know it. 


P. R. RAmp. 


MOLDING MACHINE PRACTICE. 
BY F. W. HALL. 
This month I will show a machine casting 
mounted on two different 


types of molding 


machines, viz., a hand draft split pattern ma- 
chine and a drop pattern machine. The cast- 
ing under consideration is not a difficult piece 


to make or to fit up for one skilled in the art, 


but there are a number of points on it which to 
It will 
be noticed that the parting line drops and rises 


z K 


many will probably be rather puzzling. 








Fig.1 
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below or above the general parting line of the 
pattern in places, and this of course adds com- 
plications to fitting up the machine. 

When a 
pattern he sees at once how to do the machin 


machinist mount 


undertakes to 


ing of the stools, strippers, ete, but the making 
of a perfect match between the cope and drag 
an irregular parting will re 
quire some special work. On the other hand, 
a molder would find less difficulty in this point, 
be lost do the 

work, hence some knowl] 


in the case of 


but would when he came to 


necessary machine 
edge of both arts is necessary in fitting up 

Of course there are other 
pattern 


molding machine. 


methods by which - this could be 
mounted and give good results, but the two 
methods shown serve to illustrate the fitting up 
of each class of machine. Frequently, after a 
skilled man has fitted up the job he will se 
some better method by which it might have 
been done, and it is only by practice in this 
line that the greatest amount of skill can be 
attained. 

drawing of a through 
f the sand does not always 


The mere pattern 


the stripper out « 
signify that the mold is all right, for you may 
find it impossible to remove the sand from the 
machine, especially when there is a large green 
sand core formed in the interior of the pattern. 


The weight of this core will sometimes be so 
great that the sand will stay on the strippers 
when the flask is lifted off. 
this it 
crab for supporting the green sand core and 


binding it to the other parts so that it will 


In such cases as 


becomes necessary to use nails or a 


lift properly. 

In the ordinary method of molding such a 
piece on the floor without a machine the large 
green sand core will be placed in the drag, 
where it would remain all right, but in all 
classes of molding machines except the roll 


off both 
pieces, and one of them is then turned over 


over type, it is necessary to cope 
for the drag. 

In mounting this casting upon a split pattern 
machine, it would of course first be necessary 
to determine the parting line and then split the 
pattern on that line. 

rhe pattern shown in Fig. 1 may be mounted 
The 


drag portion of the mold is shown in Fig. 2, 


on a machine, as shown in Figs. 2 anid 3. 


the section being taken through the pattern. 


It will be noticed that about the center of 
the pattern there is a projection which ex 
tends below the general parting line as shown 


at A-r and also at the point T, there is a place 
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where the parting line rises above the general 
surface of the plate Q. 

\ forming block must be made of the same 
size and shape as the cavity at A-1, which 
Fig. 3. A 
stripper must also be made of the form shown 
at D, Fig. 3. 
face of the 
line to the 


‘orresponds to the projection at C, 


his stripper fits up against the 


so as to bring the 


pattern at C 


parting proper point above the 


he 


determined by 


pattern plate L. location of pattern D, 


ig. 3. should be laying out 


the center lines upon the plate L, placing the 
pattern in its proper relationship to these, and 
securing it to the plate by means of screws, the 
rhe 


scribed on the plate 


pattern being made of iron. outline of 
the pattern V 


L, the pattern removed and the strippers about 


should be 


the portion B carefully laid out, one of these 


being shown at K. ‘The general outline of the 


strippers K and D are shown by dotted lines 


hout the pattern in Fig. 1. The place for the 


trippers in the plate L must be cut down to a 


depth of \% inch. This can be done very ad 


intageously upon a vertical milling machine 


made out of sheet brass 
is to fill. On 


he upper surface of the stripper K the piece 


lhe stripper K is 


shaped to fit the cavity which it 


First, however, it will be nec- 
It will 
e noticed that the strippers are carried upon 
S-8, S-9, S-10 


) is secured. 


ssary to secure the stool S-& in place. 


hese 
cold 
Nled shafting turned down so that the bodies 
should all be 


and S-tt. 


1e stools 


tools are made from pieces of 1I-inch 


diameter 


re '% inch in Chey 


of the same length. The Fig. 


de¢ p pocket Bs 


3, can be cast in the plate, as can also the 


pocket A-1, Fig. 2. After the plate L is fin- 
ished all over, the pattern A, Fig. 2, can be 
carefully located in the center of its plate. 
\s this pattern extends a long way into the 


drag, it would be well to arrange stripping 


plates along all of the straight surfaces, as 


shown at O 


lhe inside of the large end would also be 


provided with a stripper which would follow 


from the inside around both ends until it runs 


into the pocket A-r. Stripper D, Fig. 3 is the 


most difficult one to form, as its upper surface 


must also act as part of the pattern. This 


tripper is made about 544 of an inch wide, 4% 


of an inch thick, and the end that comes in 


contact with the edge of the pattern must con- 
\fter 
the stripper D is in place the recess A-L in 


form to the exact outline of the pattern 


lig. 2 is cut about '4 inch deeper than the 
form D, Fig. 3, would require The recess 
for the stripper Q is also cut by the milling 


1 


machme. In fact, stools must be provided for 


these strippers to hold them rigidly when the 
work is resting upon them. ‘The part P, Fig. 

secured to the 
Che pat- 
then removed from the plates and a 
least drilled 
through thi 


», must also be built up and 


stripper plates, as shown in Fig. 2 
terns are 
inch in 


hole at diameter 


e bottom of 


plate L-1 opposite th 
the hole A-1t. Several small holes must also 
be drilled in the bottom of the hole A-1r and 
nails driven into them so that their heads 
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oS eee nee OR Bad 


project a little less than 1% of an inch. Care 


must be taken to see that when the two plates 
none of the nails touch the 
and D on the plate L, Fig. 3. The 
then placed together face to 


Babbitt 


are placed together 
blocks C 
two plates are 


face, clamped in position and some 
metal run in through a % 
A-1, in plate L-1 in Fig. 3. 


separated, when it 


inch hole opposite 

When cold, the 
plates are will be found 
that the Babbitt 


the projections C 


from 
and D in Fig. 3. In like 
is babbitted 


forms a perfect match 


manner the opening at G, Fig. 3, 


to fit the projection - lig. 2. 


Now, as both the cope and the drag patterns 
have been completed, it is necessary to make 


the gate and the sprue as shown in Fig. 3, 
h the 


pattern 


which completes mounting of the piece 


upon a split machine. 


fo mount this piece upon a drop pattern 
I | 


machine, the drag section of the pattern must 


be split on the same parting line decided upon 


for the previous method. The general ar 
rangement of mounting for this style of ma- 
chine is shown in Fig. 4. The pattern is to 


For this 
add extra material on 


drop down through the plate M-5. 
reason it is necessary to 
the lower face of the 


pattern to build up the 


space between the plate L-2 and the 


M-s. 


inch below 


upper 


surface of the plate For a short dis 


tance, usually about the surface 
of the plate M-5, 


but below this point it is reduced or cut back 


the pattern is made full size, 





of an inch all around, so as to reduce the 


amount of surface to be removed by filing. 


When the wood patternmaker is fitting up the 
drag pattern A-3, lig. 4, he should cut the 
groove A-1 in the pattern for the stool strip- 
pers, provided it is decided to use these. 
lhese strippers are used when it is desired 
to make absolutely certain of the strippings of 


this portion of the cases, 


pattern. In many 
the pattern 
simply given ample draft and the sand lifted 


however, these portions of are 
without the aid of strippers. 

he patternmaker should also cut the pocket 
The plate M-5 
+s made rather heavy with the ri be coor tan 
is made rather heavy with the rim 114 inches 
thick about the 


\-2 for babbitting purposes. 
outside and beveled as shown. 
he center of the plate is ™% inch thick and at 
the stripping edge it is cut back % of an inch 
of an inch of the upper surface. 
A-2 and P-1 in 
the plates for this method are babbitted as in 


to within ™% 


The points corresponding to 


the case already described. 


It will also be necessary to make the plate 


L-2 for supporting the pattern A-3. This is 


called the pattern plate and is about one inch 


thick upon the outside edge and ™% inch thick 


in the center. Directly beneath the surface of 


the pattern a pad \% of an inch high is cast for 


supporting the pattern. Of course, the neces- 


sary finish must be allowed on the wooden pat 


terns to provide for finishing all surfaces, 


which require machining. If stools are to be 
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be 


Fig. 4, it will 


v to make pattern and from it a casting 


the required stool plate. 
\fter the castings are received from the 
imcdry, they are machined to the proper 


‘kness and then center lines laid out on the 
located rhe flask pins and bushings are 
» located as shown in Fig. 4. It ts 

1e screw holes for clamping the 


from these lines the pattern 


also nec 
ary to drill tl 
te M-s to the drop of the molding machine 
pattern A-3 


after the 


is secured to the plate M-5, 


] 


base of the pattern A-3 has been 
*hined i 


with 


» shape it is laid on the plate M-5 


the center lines and its outline 


“d rhe edges ( 


f the opening in M-5 are 
milled to the proper form 


stooling at the 


used for 
they are made as described in 


nection with the other machine 


style of 


babbitting for points A-2 and P-1 is also 
re in the manner already described. The 
te M 5 is secured to the machine and the 


te L 
vel pins. The pattern is slipped through the 
te M-5 on to ite L-2, its | 
rked out and it ed to the plate 


2 secured in position and located by 


the pl: 
Is then secur 


> by screws, three being usually sufficient. 


e should also be taken to see that the flask 


lugs 


lhe 


line with the 
the 


nolies im the 


yoke of machine 


Fig.4. DRAG MACHINE 


Stool Plate Support 














bushings P-2 


pins and 


fitted into place as shown in | 


short pin D-3 is placed on one sick 
This method of placing f 


‘ig. 4, 


are 
3. The 


is shown 


3 g flask pins 
illows them to be stripped as tl vattern is. 
he advantage of this w read be appre- 
ciated by ny One who has | ( nee in 
molding machine operations lhe cope plate 

d pattern are equipp er similar 
to the drag pattern 

he flask for this job can nade either of 
wood or iron, and the same flask w work on 
either type of machine lhe flask fittings 

e special fittings made fe ding ma- 
chi ( the OCT le il stvle b Ing \ 1 1 the 
sectional views, Figs. 2 and 4. 11 projection 
R-1 serve is a lifting hand I lask 

The difference between th lit p rn and 
he drop Pp ttern mac} es st t split 
pattern machines three sj plates L-1, X 

d Y, Fig. 2, and four posts N for connect 


t stool plate with the pla 
quired. When using the split p 
it is lowered four inches or n 
the draft of the machine When 
patt » BF n the sali l th < Ix 
f the machine is pulled over 
front, causing t! stool plate to 


s and 
tools 
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which sets down on the pattern plate. The brought to rest. After the drag has been 


cavity in the mold is indicated by the dotted 
lines 

lo make a mold on these two styles of ma- 
chines, the following procedure is necessary. 
First, on the split pattern machine, the drag, 
Fig. 2, is lowered, bringing the plate X to its 
proper position by means of the operating 
handle. The plates should all rest as shown 
in Fig. 2, especial care being taken to see that 
the flask is down on the top of the plate X. 
The flask is filled with sand, rammed and 
struck off in the usual manner. With the lever 
at the side of the machine the plate X is lifted 
up, as shown in Fig. 5. The drag is then lifted 
off and set on the floor. The cope is treated 
in the same manner, the sprue being formed 
either by cutting it with a tubular sprue cutter 
or by means of a regular sprue pattern, as 
shown in Fig. 3. In the case of the second 
type of machine shown in Fig. 4, the molding 
machine handle is thrown so as to bring the 
yoke into its highest position, ‘The flask is 
then filled with sand, rammed, struck off, and 
the pattern A-3 drawn from the sand_ by 
stripping it down over the plate M-5 by means 
of the handle at the side of the molding ma- 
chine. The stop nut on the machine is so ad- 


justed that when the top of the pattern A-3 is 


flush with the part M-5, the parts will be 


formed it is lifted off and set on the floor, and 
the cope formed in the same manner. 

It is evident that to mount this piece as 
shown in Fig. 4 requires a new plate M-5 for 
every job, while the machine shown in Fig. 2 
requires a new pattern plate L-1. The form 
shown in Fig. 4 also requires a new pattern 
plate L-2 for every job, while the stool plate 
shown in Fig. 2 will generally fit several dif 
ferent jobs on the split pattern machine shown 
in Figs. 2 and 3. It is not necessary to drill 
the flask pin holes in all the plates for the 
machine, which reduces the work consider 
ably. The mounting of the patterns in 
plates like those shown at L-1, ~ with 
the use of small strippers on the ends 
of stools is usually cheaper than the ex 
pensive strippers M-5 required in connection 
with the form shown in Fig. 4. When a ver 
tical milling machine is at hand, the cost of 
equipping the split pattern machines can be 
brought down to a very reasonable figure. It 
is true that not all patterns can be mounted 
to advantage on a split pattern machine and 
that the first cost of installation of a split pat 
tern machine is very much greater than the 
other, but as a rule this will soon be made uy; 
by the saving in pattern expense so that in th: 


long run the split pattern type will be found 
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cheaper for general work. 


The split pattern 
type of machine can also be used in connec- 
tion with an air ramming device, which will 
greatly increase the output. The piece shown 
n Fig. 1, mounted with a 12 by 18 flask on a 
Paxson-Hall machine could be molded by an 
iverage man at the rate of from 200 to 250 
molds tn eight hours. 
SHOT IRON. 

Inquiry.—In the April number of The Foun- 
iry, on page 65, I read with great interest Mr. 
Wooden's remarks on “Shot Iron.” 
“Not-worth 
while-to-bother-with” subject is of very substan 


This innocent and apparently 


tial importance, and the vast sums that have 
heen lost by neglecting it during past years is 
stonishing. 

Mr. Wooden does not state what his use and 
treatment of the drop from the cupola was 
hefore the insertion of the Sly mill. It will 
he of great interest to me to know this, and | 
believe many other readers of The Foundry 
Please ask Mr. Wood- 


n to advise us whether he “handpicked” any 


will also be interested. 


pieces of iron from the drop before it was 
thrown on the dump, and if so, about how 
much iron was recovered daily by such hand 
picking. In other words, we would like to 
know the amount of the net gain by use of the 
Sly mill. It is fair to say to all concerned 
that the writer is a great believer in the Sly 
nill, and has secured from friends some sur 
prisingly good results by the use of these 
mills. 


light on this subject the better for all con 


The more data that can be brought to 


cerned, and especially for the people who are 
responsible for foundry results. 
W. S. MoreEHOUSE. 
Answer. 

In the April issue of The Foundry, | per- 
haps did not make myself as plain as 1 
should have done. In our old foundry, some 
two or three years ago, we used to rattle 
our cupola drop in one of our common stave 
casting mills getting some 600 to 800 Ib.; 
heats about 20 tons per day. When we moved 
nto our new place we were short on casting 
ills to clean our castings, so it was thought 
st (?) and cheapest to “hand pick” the 
op; so it was hauled to the dump and one 
in put in about 34 of a day picking it over 
d rolling it over the bank, this after it had 
en somewhat picked over at the cupola. 

My heart sank within me as I walked about 


dump occasionally “hand picking” it my- 
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self. This hand picking at the dump bringing 
in about 300 to 500 lb. per day—heats about 
30 tons. Then came the installation of the 
Sly mill. 


mill show the following weights of good clean 


The first six days of running the 


shot iron: Ist day, 1,570 lb.; 2nd, 2,197; 3rd, 


1,825; 4th, 1,638; 5th, 1,677; Oth, Saturday 
(eight hours) 1,440. This shows about 1,000 


1] 


to 1,209 net gain for the cinder mill at a cost 
of about $1.25 per day for operating the mill. 

Am now picking nothing from the dump at 
the cupola but pigs and large clean scrap, 
hurrying the drop to the mill and. getting 
clean shot iron about one ton per day. Heats 
are now running about 26 to 27 tons per day 

Would be glad to answer any question that 
I can or help any cne in the advancement of 
the foundry business. 


P. ML. Woopen 


CARNEGIE RESEARCH SCHOLARSHIP. 


\t the annual meeting of the Iron and Steel 
Institute held in London, May 11, 1905, a 


Carnegie Research Scholarship of $5390 was 
awarded to Henry Cook Boynton, instructor 
in Metallurgy and Metallography in Harvard 
University. Mr. Boynton is the third Amer 
ican to be successful in obtaining this highly 
prized scholarship, two Columbia University 
men having received it in the past Mr. 
Boynton was born in Plymouth 39 years ago 
and was educated in the schools of that city 


In 1896 he entered Harvard University and 
received his A. B. degree in 1900, his S. M 
degree in 1901 and his S. D. degree in 1904 
His thesis for the doctor’s degree dealt with 
the “Relation between the Treatment, Struc- 
ture and Properties of Steel.” Mr. Boynton 
has devoted considerable time to research 


he metallography of iron and 


work, mainly in t 
steel, and has written several papers on the 
ubject. The present scholarship will make it 
possible for him to carry on these investiga 
tions in the metallurgical laboratory of Har 


vard University 


The R. Watt Machine Works, Ridgetown, 


Canada, have been incorporated with a capital 


of $50,000. The company will conduct a foun 
dry and machine, boiler and agricultural im- 
plement shop 

The Smith Stacker & Feeder Co., 


1 


Ontario, has been incorporated with a capital 


Hamilton, 


of $40,000. The company will manufacture 


agricultural implements and carry on a gen- 


business. 


eral foundry 
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METALS IN FOUNDRY PRACTICE 


Devoted to inquiries from Practical Foundrymen or 
subjects relating to the Melting and Using of Cast Iron 
Steel, Brass and Bronze. 

The following experts answer 
department : 

W. J. Keep, Cast Iron. 

J. B. Nau, Metallurgy of Steel and Steel Castings. 

Dr. Richard Moldenke, Malleable Castings. 

C. Vickers, Brass Castings. 

We have also made arrangements with several others 
to act as special contributors upon Brass, Bronze and 
other subjects. All inquiries should be addressed to 
the Editor of THE FOUNDRY, and they will then be 
forwarded to those in charge of the different subjects. 


questions in this 


CAST IRON NOTES. 
BY W. J. KEEP. 
Strength of a 1-inch Test Bar. 


of 


We have in our establishment one our 
testing machines for breaking 14 in. square by 
12 in. cast iron bars 

In one f our heats this week the average 
s .154 in. per foot and the break 
ing strength ¢ jualed 155 lbs. 

Am I right in assuming that a testbar from 
the n on I in. square and 12 in. long is 
equal ) OAC 

lis If in. square bar was rela 
tively tronger than 1 in. square bar you 
would have 480 8 3,883 Ibs. but the slower 
cooling weakens the one inch bar and for this 

on you cannot use any formula. If you 
will look at Vol. XXV p. 899 of Transactions 


f tl American Society of Mechanical En 
gine ou will find my charts for making this 
computation By chart Fig. 450 you will find 
that rinkage of .154 in. of a ™% in. test bar 
indicates 2.20 percent of silicon. Now turn to 


page gor and table 1 gives a divisor for a 4 

re r with 22% silicon of .1083 as 

: ess than the difference between 

2.00 1 2.25 ind .1683 1648 35 of 
35 7, -1083 7 .1070. 

\s 1676 == 2804 the strength of a bar on 


inch square from the same iron as the ™% in 


{sO 


ir 480 is a very high strength. 


To Increase Capacity of Cupola. 


Our cupola has a round shell 40 in. outside 
and lined to 34 inches diameter. There are 
eight tuyeres 2 inch high and eight inches wide. 
| distance from the top of the sand bed to 
the ttom of the tuyeres is 7 inches. We 
Slow with a No. 8 Sturtevant blower having a 

tlet reduced to a 10 in. pipe which is 
&5 fe ng with three rather short bends. 
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10-in. pipe then branches into two 6-in. 


This 


pipes with quite short curves which enter the 


wind belt of the two 4-in 
pipes leading from the 6-in. pipes entering the 
cupola 12 inches above the tuyeres. We weigh 


The bed consists of 400 Ibs. Le- 


cupola. There are 





all charges. 


high broken coal and 409 Ibs. of Connellsville 
4 


72-hour coke 800 Ibs. We then charge 2,590 
lbs of iron and then three charges consisting 
of 100 lbs. of coal and too Ibs of coke and 


2.500 Ibs. of iron. This makes 1,400 lbs. of fuel 


and 10,009 Ibs. of iron a melting ratio of a littl 


better than 7 to 1. We melt from 2'%4 tons to 
234 tons per hour. 
We cannot give the blast pressure but the 


fan is too large for the cupola and we run it 
at a high speed. 

We wish to increase the size of our melt in 
the 
wish to be al 


also 
We 


the distance from the top 


same time that now use and we 


le to make heavier castings 


we 


to increase 





propose 





of the sand bed to the bottom of the tuyeres by 
addi We 


would like to know if this is the right thing to 





-g to the lower end of the cupola. 








do and whether would suggest other 


you 


changes. 


Answer.—As it takes 30,0co cu. ft. of air t 


a ton of iron your No. 8 fan can supply 


melt 
air enough to melt over 12 tons per hour if you 
1 


had a cupola lined to 60 inches. For your cu 


pola the 10-in. pipe is plenty large enough even 
with short bends. Your tuyeres are larg 
enough but I would change the shape at th 
inside end to 3 in. x 8 in. and at the end 


against the shell 2 
uy p< r 
shell are 2 in. x 8 in. plenty of air will be ad 


in. and keep the 
the 


in. x 7% 


surface level. If the openings in 


mitted. Eight tuyere openings 2 in. x 7% in 


would give 120 sq. in. area. The 10-in. blast 
pipe has only 78 sq. in. area. 


Your two six inch pipes have only 58 si 


inch area and on account of curves—valv: 


and contracted entrances into the wind belt it 
While you 


use 8-inch pipes from the 


is not enough are about it I would 
10-inch pipe to th 
cupola and if it is necessary to flatten the pip 

when they enter the wind belt increase the siz 


at that point so as to get a total inlet area « 


109 sq. inches, 

You can add as much as you think best t 
the bottom of your cupola, making the dis 
tance from the bottom of the tuyeres to th 


sand bottom 18 in. or 24 in. or even more. 
Lhe 


it will hold 


deeper you make it the more melte 
the |: 


ed and the less your melting ratio. 


but irger will be you 


iron 
frre 1] 
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You should at once purchase a _ pressure 


rauge that will register 18 ounces and change 


he speed of your fan so that your highest 
yressure during a heat shall be 14 oz. or 16 oz. 

I would give up the use of coal as soon as 
you have made the change, also stop up the 
ipper 4-in. tuyeres. 

Take a 
feet at one end at a right angle then lower it 
through the until the 
part is toward the and 18 

ches above the top of the tuyeres, mark the 
point when the rod touches the bottom of the 


3¢-in. bar of iron and bend two 


lown charging door 


orizontal center 


charging door and bend the upper part out so 
that the rod will hang in the door and the 
lower end project towards the center of the 
cupola. Start your fire two hours before you 
want the iron done and put on say 500 lbs. of 
coke. When the coke begins to be quite red 
on top and you are sure that the wood is all 
burned out charge on enough coke so that the 
lower end of the bent rod will lie on it when 
Weigh 


200 Ibs. and you 


the upper end rests on the door sill. 
the coke that is left of the 
have the weight of your regular coke charge. 
The first dav T would throw on about 4 in. 
coke. 
placing the pig iron uniformly over the coke 


more Now charge 2,500 lbs. of iron 
and breaking the scrap so that no piece will be 
larger than a pig and that no spaces shall be 
left 
rhe day I make the 

charges 200 lbs. of coke and 2,000 Ibs. of iron 
Next day 
if your iron was hot at the start you can use 


first would regular 


and about 25 Ibs. of oyster shells. 


the regular bed charge and afterwards per- 


ps you can decrease it. You can also de- 


crease the regular coke charge. 
Che more coke you take off the faster you 
melt, but don’t take off more than 1o or 
20 Ibs. of coke at 


When you get the coke charges as small as 


a time. 


u can without dull iron, you might increase 

ur blast a little and you will have reached 
limit of your cupola. 

In charging your cupola you had better place 

slag hole in the rear about 

vy the bottom of the 


four inches be- 


tuyeres and increase 
oyster shells if needed to make the slag 


ud. If you keep the slag below the tuyeres 


u-can run the cupola a much longer time 
thout the slag becoming chilled. 
your next change would be a cupola 


| and lined to 54 inches 


72-1n 
Vhe third change 
ild be 


or 16-in. pipe with long bends. 


a 60-1n. lining and a change to a 12 


> 
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FOUNDRY NOTES. 


BY C. VICKERS. 


CORES FOR BRASS CASTINGS. 
“We are good 


deal of trouble with the cores we use in our 


BRASS 


Inquiry: experiencing a 


brass foundry, which in some places are 


i4-in, thick and others 1'%-1n. thick, on ac- 
count of blow holes. The cores are all 
shaped and made in halives and then pasted 
together before they are dry. The paste we 
use is a mixture of boiled water and rye 
flour.” 

\nswer:—Do you vent these cores? 


“Flour 
used on 


What mixture of sand do you use? 


sand” is very apt to blow when 


small cores for brass castings. If you have 
been using it, change, and try linseed oil or 

too 
Ve-in. 
ue for a binder in your sand, 


a core compound. If the cores are 


small to vent as in the case of the 


] 
i 


core, use g 


and mix only a little at atime. The trouble 


with the 1!4-in. cores is probably caused by 


using too much paste and allowing it to 


close up the vent. If you have your vents 


clean and do not allow the metal to enter 


them 1'%4-in, cores ought never to blow. 


MALLEABLE CAST IRON NOTES. 


BY DR. RICHARD MOLDENKE. 





SELLING PRICE AND STRENGTH OF 
MALLEABLE CASTINGS. 


writes us again on the above subject. 


M. E 


In making up his estimated costs, he bases 


them on the established cost of the lropenas 
Process, which is 1.50c, adds a molding cost 
of tc a lb. Then estimates the other foundry 


and general expenses to be from three-quar- 


ters to one cent a Ib. more Thus his cost 
price comes out to be three and one quarter to 
three and one-half cents a lb. Naturally M. 


E.’s selling price would have to be higher. 


In reply we would say that the Tropenas 


Process is a very good but expensive steel 


process, and not used for malleable castings, 


except in an experimental way, in Europe, as 
in the ladle 


castings should not be 


we have heard. The cost of metal 


for malleable over Ic a 
lb. with present pig iron prices. Molding cost 


will vary from one-half to three-quarters of a 


cent per Ib. and the other foundry expenses 
depend on many things. It is these things 
which enable a firm to produce either at 2c a 
lb. or far above it 








180 ae FOUNDRY 


The figures above should not be taken to 
mean that foundrymen should ask for low 
prices—far from it—but that the costs should 
be closely watched, and if much above what I 
have given as the selling prices in the May 
issue of the Foundry, the proper inquiries in- 
stituted and corrections applied. 

M. E. further gives some interesting figures 
on tests with malleable cast iron. The tension 
tests will be understood by every one. The 
torsional test is a rare one for malleable cast- 
ings. No test on malleable, however, gives 
more striking results when made in the shop. 
For instance, every display of twisted and bent 
malleable castings contains a large wrench 
with several turns made in the body. This 
looks beautiful, but does not mean much, as 
the actual bend per inch of length is really 
very small. In the test given below, it is in- 
teresting to note the number of pounds it took 
to twist the specimen through the given angle 
in the given length. 

TENSION TEST. 

Specimen approximately sound as_ cast, 
not machined: Mean diameter of speci- 
ultimate strength, 36,600 lbs. 
coefficient of elasticity, 27,800,- 


men, I in.; 
per sq. in.; 
000 per sq. in.; elongation in length of 8 ins., 
1%. 

TORSION TEST. 

Mean diameter of specimen, .72 in.; tor- 
sional strength, 2,550 in. lbs.; amount of 
twist in II ims., 252 

TRANSVERSE TEST. 

Distance to center of bearings, 13 in.; 
depth of section, 4.01 in.; thickness of web, 
.32 in.; equal flanges, each 1.96 in. wide x 
.253 in. thick; moment of inertia of section, 
4.4691; between central loads of 8,500 lbs. 
and 18,500 lbs. the increment of deflection 
was found to be .o02 in. per increment of 
1,000 lb. of load; between these limits co 
efficient of rigidity, 5,121,000 lb.; skin stress 
point of rupture, 48,000 Ib. 

COMPRESSIVE TEST. 

Under a load of 150,000 lb. increase in area 
more than 25% 

It is difficult to comment on these figures ex- 
cept for the tensile test, as the transverse test 
has been made on a specimen unusual in shape 
for testing purposes. I would consider the 
tensile strength somewhat low. For the speci- 
men in question, it should run about 40,000 lbs. 


upward, with an elongation equally as good as 


the one given. 
If M. E. would use the test bars current in 
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\merica for malleable castings purposes, we 
could give him a better opinion on the matter. 
Our method, as standardized by the American 
Society for Testing Materials, is to use a one- 
inch square test bar, the tensile strength of 
which shall exceed 40,000 lbs. per square inch, 
with an elongation of not less than 2% percent, 
measured in 2 in. The transverse test of the 
same sized bar (this being broken on supports 
12 in. apart), shall show a strength of not less 
than 3,000 lbs. with a deflection of at least 
in. before yielding. 

I will add that these standards are those cur- 
rent for the ordinary grade of good malleable 
castings. Specially good iron runs much bet- 
ter. For instance, I] have made thousands of 
tons of malleable castings, the tensile strength 
of which never ran below 50,000 lbs. pet 
square inch, and the transverse strength at the 
same time running nearer 4,000 lbs. with a de 
flection of over one inch, in fact sometimes 
nearer 2% inches. This metal, however, re- 
quires the closest of attention, and a capacity 
for enormous production with high class fur 
naces and materials. 





SILICON IN MALLEABLE CASTINGS 
AND MIXTURES FOR THEM. 


G. A. B. writes calling attention to the 
tact that published analyses give silicon 
ranging as high as 1.33% in good malleable 
castings, while this department has quoted 
0.45 as the best composition. The answer 
is that the best quality of malleable cast- 
ings depends upon the state of the carbon 
in the metal before it goes into the anneal 
ing oven. Now the state of the carbon is 
a function of not only the silicon content 
the temperature of the pour, but also of the 
thickness of the casting. The physical 
structure of a piece of “malleable” just as 
it is taken from the sand should be such that 
on breaking, the fracture is crystalline 
white, with a few spots of mottling notice 
able on close observation. Where mucl 
steel is added to the mixture, even these 
spots should not be there, but on the other 
hand not the slightest signs of gas holes 
the rim of the casting should appear eithe: 
Now to get this structure in the iron as 
comes from the sand, the composition 
the bath, so far as silicon is concerned, mu 
be regulated carefully in connection w 
the thickness of the castings to be ma 
Thus, take the heavy malleable casting. 
quiring at the same time the very best qu 
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ity of metal, such as was formerly used for 


1e malleable ‘car coupler.” Here 0.45 sili- 
on gave just the desired structure for the 
netal which ran up to 1% in. in thickness 
All lighter castings made 


vith the same metal were also good, though 


n some places. 


for very light work, requiring much time to 
pour, metal with so low a silicon content 
will give trouble. For lighter work, it is 
suund that the silicon can be increased con- 
siderably, and yet hold the carbon, which 
means the fracture of the white iron just 
is wanted. Hence for the general run of 
railroad work, where the metal is no thicker 
than five-eighths of an inch, the silicon con- 
tent should be 0.65. Were this iron with 
0.65 silicon cast into work of 1% in. the re- 
sulting fracture of the broken iron would 
approach grayness, with resulting ruin of 
the metal in annealing it. Carrying out the 
argument further, for very thin castings, the 
and even 
higher and yet leave the metal, as it comes 


silicon can be run up to 1.00 
from the sand, white and of good structure 
for perfect anneal. But if this metal were 
cast into thicker pieces, they would come 
out rotten from the annealing oven. 
Where, therefore, an analysis shows 1.33 
silicon, it refers either to very light castings, 
or else the metal was not of good quality. 
G. A. B. 


near Detroit makes castings with o.8o sili- 


states that a weli-known concern 


con. This is ail right, as that well-known 
which several 
It is the 
section of the casting which requires the 


concern makes castings of 


hundred often go to the pound. 


proper silicon, and this once correct for the 
heaviest thickness, is all right for anything 
lighter that can be run with the same metal. 

is. A. 8B. 


malleable” before and after annealing, ask- 


further gives an analysis of 


Here it is: 


ng if it 18 good. 


silicon in the hard .....<. 0.80, annealed 0.80 
Sulphur in the hard...... 0.09, 0.09 
Phosphorus in the hard. ..o.16, 0.16 
\langanese in the hard....0.30 ca 0.30 
Comb. Carbon in the hard.2.40 

TANG 26 dian see ina maw 2.25 


The carbons of the above do not count for 


ything, as only the total carbon of the 
d casting is reliable, the combined car- 
and the graphite of the hard as well as 
aled casting varying so much from skin 
nterior, that an analysis is correct only 
the particular spot the sample is taken 


, and not for the rest of the metal. In 
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the above the sulphur will be noted at once 
as entirely too high. Good malleable should 
not run over 0.05. However, for very or- 
dinary castings it will pass, but too much 
must not be expected from them. The man- 
ganese is also a little high for the casting. 
I would rather have it in the 
casting. 

G. A. 


the change in composition due to annealing. 


bel WwW 0.20 


B. asks ior information concerning 


The melting loss is about 0.35 for silicon, 
the sulphur gains 0.01, and with bad coal 
may increase as much as 0.10 and over that 
With the open 
coal in the air 
furnace, the increase of sulphur and phos- 
phorus should be only that of concentra- 
tion, the bath shrinking in weight some 8 
to I4 percent during melting. The total 
carbon were better 
lowered by adding steel scrap than by re- 


even, for the air furnace. 
hearth, and with the best 


drops, of course, but 


fining out the carbon as in the steel process 
of the Metal 
total carbon gives trouble in the anne: 

G. A. 


Sweden with the following composition can 


open hearth. below 2.75 in 
il. 


B. finally asks if an iron made in 


Silicon, 

0.0433 
Not alone, but with other 
this 
iron should Irons 
which will give a mixture as follows with the 
should do Silicon 
from 0.95 to 1.30, depending upon the class 


be used for malleable castings: 
2.333 


manganese, 0.97. 


sulphur, 0.017; phosphorus, 


irons low in silicon and manganese, 


give excellent results. 


above iron very well. 
of work; sulphur not over 0.04; phosphorus 


not over 0.175, and manganese not over 


0.00. 


Mr. W. G. Austin, of St. Joseph, Mo., has 
arranged to sell his foundry to B. W. Kyle, 
of the same city, and Mr. Kyle is planning to 
manufacture his washing machine on a large 
scale, running the foundry to its full capacity. 

The Tallerday Steel Pipe & Tank Co., of 
Waterloo and Lemars, Ia., the Tallerday Mfg. 
Co., of Dolgeville, Cal., and the Kelly Foundry 
& Machine Co., of Goshen, Ind., have effected 
a consolidation by which the Kelly firm be- 
comes financially interested in the Tallerday 
plants and by which shipments to fill orders 
will be made from whichever plant can handle 
the work to the greatest advantage. 

Emilo Gutierrez expects to establish a foun- 
dry in the city of Guadalajara, Mexico, which 
will cost about $70,000. 


ASSOCIATIONS AND SOCIETIES. 


Philadelphia Foundrymen’s Association. 

Howard Evans, Secretary, care J. W. Paxson Co. 

The 147th meeting of the Philadelphia Foun- 
drymen’s Association was held at the Manu- 
facturers’ Club, 1409 Walnut street, Philadel- 
phia, on Wednesday evening, May 3, President 
Thomas Devlin occupying the chair. The sec- 
retary reported a balance in the treasury on 
April 5 of $2,190.12, and on May 3, $2,081.87, 
all bills being paid. 

A letter was read from the American Foun- 
drymen’s Association in reference to the con- 
vention to be held in New York City on June 
6, 7 and &, inviting the Philadelphia Associa- 
tion to be present and to bring foundry friends 
to the meeting. 

A communication from the chief of the Bu- 
reau of Manufactures, Washington, asking for 
general trade information, was referred to the 
executive committee. 

June 


stated that at the 


meeting the members would have the pleasure 


Secretary Evans 


of hearing an address by a lady representative 


of the National Civic Federation. 
The address of the evening was made by 
J. S. Robeson, of Philadelphia, who discussed 


“Some Core Binder Troubles.” He referred 
to the various kinds of sands used in making 
cores, but particularly dwelt upon the binder 
and the characteristics it should have to pro- 
best The effect 


efficiency of the binder produced by a change 


duce the results. upon the 
in sand was referred to and the speaker con- 
sidered that many binders had been unjustly 
condemned because of variable results that had 
accompanied changes in sand. The paper in 
many of its features covered the same ground 
as the one which Mr. Robeson presented be- 
fore the Pittsburg Foundrymen’s Association 
at its February meeting. The speaker exhib- 
ited various samples of sand in use in foun- 
dries in Canada and the districts east of Pitts- 
lhe lantern slides were presented show- 
with 
binder, another with .a liquid binder, and a 


burg 


ing three cores: one made rosin as a 


third with a dry binder. The paper was dis- 
cussed at considerable length, particularly by 
foundry foremen present. 


New England Foundrymen’s Association. 


Fred F. Stockwell, Secretary, care of the Barbour- 
Stockwell Co., Cambridgeport, Mass 
The regular monthly meeting of the New 


England Foundrymen’s Association was held 


at the Exchange Club, Boston, on Wednesday 
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May 10, at 5 p. m., Vice President W. B. Snow 


in the chair. The routine business was dis- 
posed of in the usual manner and applications 
for membership were received from the United 
States Graphite Co., Saginaw, Mich., and Jo- 
seph Dixon Crucible Co., Jersey City, N. J 
hey were unanimously elected. 

The chair appointed Miller 
Stockwell as a committee to look up the mat 


Messrs, and 
ter of transportation to the annual convention 
of the American Foundrymen’s Association t 
be held in New York City on June 6, 7 and & 

The quiz topics arranged for discussion were 
then taken up. Below are given some of the 
questions and answers: 

Ques. What is the best and cheapest method 
for melting brass and bronze castings ? 

Ans. 
a ton of clean castings for less than a ton of 
We do not have any trouble and out 
We do not have trouble 


We use a Schwartz furnace and melt 


coal. 
crucibles are good. 
with blow holes any more than anybody else 
We use a 


We pour our machine work 


and our percentage is not so great. 
very light gate. 
just the same as iron. 

Ques. Do you use an oil furnace? 

Ans. We do not think we could use an oil 
furnace and get out the work we do. 

Ans. 
ble furnaces are better. 
for white metal and aluminum. 


Kor our work we think the old cruci 
We use a gas furnace 
With our gas 
furnace we melt aluminum alloy with 90 per 
cent aluminum. We carry 15 molders all on 
piece work. The gas furnace we find is very 
easy to handle and it is very clean. 

What is the best method for molding 
brass and bronze castings ? 


Ans. 
the molding machine 


Ques. 


We are making considerable work 01 
We get quite a goo 
size gate of small work in a flask 10x 18 fo 
2'’2c per mold. On core work in the same siz: 
flask we pay 3'%c per mold, and for a filas! 
that has 50 cores, 5¢ per mold. Our loose wor! 
is very difficult. 
electrical work is crooked and we pay 934c 
Our work is all piece work, and it must b 
perfect, first-class work. 

Ans. 


pay 3c 


We run machines on our valves an 


per mold. Of course, the bigger th 
pieces are the more we have to pay. 
in a Rockwell furnace. If there are no cor 
in the molds we turn out about 90 molds pe 
day, sometimes 100. If we have cores we g 
60 or 70, sometimes 75. 

Ques. Have you any special method f 


drying ladles? 


That is, the general run ot 


We melt 
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Ans. We use the old method of drying our 


idles. That is, we burn wood fires in them 
We have plenty of old wood in the yard that 
ould otherwise be going to waste. 

Ans. We have a large room behind the cu- 
las with a tramway between the cupolas, and 
he ladles are run in on this tramway. ‘There 
5 a special arrangement of a frame with an 
ron hood over each ladle which covers the 
ume, leaving room, of course, for a draft for 
the fire, and this hood is connected to a smoke 
pe that carries away the smoke, etc. We 

burn wood fires to dry the ladles and find they 
lo it very quickly and satisfactorily. 

\fter a short intermission the meeting ad- 
uurned to dinner, after which the chairman 
ntroduced as the speaker of the evening Mr 
MI. McNaughton, of the Joseph Dixon Crucible 

Co., who addressed those present on the sub- 
At the con- 
clusion of his remarks a unanimous vote of 


ject: “Graphite and Facings.” 


thanks was extended to Mr. McNaughton. 
\nnouncement was made that the June 
meeting would be an outing and that full par 
ticulars would be mailed to the members later 
Pittsburg Foundrymen’s Association. 


F. H. Zimmers, Secretary, care Union Foundry and 
Machine Co. 


The annual smoker of the Pittsburg Foun- 





drymen’s Association was held at the rooms 
the Engineers’ Society of Western Penn- 

sylvania, Pittsburg, on Monday evening, May 
” 


| 


ie affair was well attended, urgent invi- 


itions having been sent to the foundry fore- 

n and superintendents and pattern shop 
oremen to be present. Efforts are being made 
organize a local association of the foremen 


nd superintendents and the Manufacturers’ 


ssociation of Pittsburg has given them the 


privilege of its rooms for meetings. The 

oker was arranged by F. H. Zimmers, sec 
tary, and the entertainment and repast were 
} 
I 


p to the high standard he has maintained in 


ffairs of this kind. The following program 
f toasts had been prepared under the title 
mfessions,” and the responses proved the 
indryman’s capacity for unbending when 
her than severely technical matters are un 
discussion. 
“Inside History of the Roll Industry,” J. S 
Seaman; “How to Manufacture Charcoal Iron 
Wheels without Charcoal Iron,’ A. W 
ocum; “How to Operate a Foundry in a 
v Loft,” B. D. Fuller; “How to Finance a 
rogram Committee,” F. H. Zimmers; “In- 
de Reasons Why I Favor the Blower,” Wil 
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“Guiding the Water Wagon,” W 
H. McFadden; “A Continuous Performance 
Foundry,” S. D. 
Why I Give My Profits to the Foundrymen,” 
J. S. McCormick; “The Molecular Antithesis 
as Affected by the Atomic Theory and its Ap- 
plication to the ‘Molders’ Delight’y’ H. E 
Field; “Pyrometric Determinations of a Mold- 


lam Yagle; 


Sleeth; “Philanthropy—Or 


er’s Cranium ‘the day after’,’ S. H. Stupakoff ; 
“How I Developed the Southern Foundry Iron 
Industry,” E. A. 
ries by the Wayside and My ‘Trip to the 
Moon,” D. }. 


Kebler; “Picking Strawber- 


Thomas. 


Cleveland Foundry Foremen. 


W. H. Nicholls, 608 Gordon Avenue, District Vice- 
President. 


The first annual banquet of the Cleveland 
Club of Associated Foundry Foremen was 
held at the Hotel Euclid, Cleveland, Saturday 
evening, May 6, and was attended by nearly a 
hundred members of the club and their friends 
including foundry owners, patternmakers, sup- 
ply men and pig iron salesmen. The club has 
been in existence only a year, but has already 
accomplished much to advance the interests of 
the members and their employers. After cigars 
had been lighted at the completion of the menu, 
the president of the club, A. L. Hott, of the 
Interstate Foundry Co., called the meeting to 
order and after a few words of greeting, in- 
troduced Secretary W. H. Nicholls, who read 
an invitation to all connected with the foundry 
business in Cleveland to attend the annual con- 


vention of the American Foundrymen’s Asso- 


ciation, to be held in New York, June 6, 7 

and & President Hott presented Mr. H. J. 

Boggis, of the Taylor & Boggis Co., Cleveland, 

as the toastmaster of the evening. Mr. Boggis 
7 


introduced the speakers with a few well-chosen 


words 

Dr. Richard Moldenke responded to the 
toast “The A. I. A. and Its Work.” He ex- 
tended hearty congratulations to the foundry 
foremen of Cleveland on the successful inau 
guration of their club. He said that back of 
all such efforts in organization lies a dominant 
idea: the desire for more knowledge. “Let 
this be in lines social, technical, or financial; 
hold of 
in our business; of each other’s personality 


we simply must know all we can get 


and character, and finally of those great move- 
ments of the day, all intimately tied up with 
finance.” He declared that owners should 
welcome every movement on the part of all 


of their employes based upon the honest desire 


for the owners are the 


to acquire knowledge, 





chief gainers. The foreman who has arrived 
at the time when ambition no longer impels 
him to climb to the next step, the management, 
and then the acquisition of an interest, will 
soon be ready for permanent retirement, and 
in an up-to-date foundry concern quickly lands 
there. “Long before you expect to enter into 
ownership, it would pay you to watch the iron 
and coke markets,” said Dr. Moldenke, “and 
to compare the contracts your firm has with 
those of others. Much is to be learned of the 
movement of these fiindamental materials of 
the industry by keeping track of things, espe- 
cially the trade 
The temptation is always a strong 


from pages of a first-class 
journal. 
one to charge the highest price to the man who 
is not posted. Not only should you watch pig 
iron, scrap and coke, but also the supplies, 
such as structural steel, sand, cement, etc., for 
on going into business it is best to do so just 
before a rise is due. You thus get the lowest 
figures to buy, and when the plant is up, you 
can take work at the highest figures of the 
time, instead of vice versa when you build at 
the notch. I advise you to get hold of 
specialties, to keep the shop a-going, whether 
times are brisk or dull. 


top 


There is much com- 
fort in knowing that even if the income is no 
more than the pay roll, a steadily increasing 
pile of stock stands ready for the first resump- 
tion of good times. Our industry has a won- 
and few that have made 
castings themselves take to other lines entirely 
out of the industry. 


derful fascination 
I believe our good friend 
Sercomb, of Milwaukee, who at last accounts 
is making soap, still regrets the change, though 
doubtless he makes more money cleaning hu- 
manity. When you take it all into your reflec- 
tions over a tired year’s work, you will agree 
with me in feeling that our effort is one of 
constant progress. Next week we expect to 
know more than we do today, or at any rate 
should do so. It is this feeling that has led to 
the formation of foundrymen’s associations. It 
has led to the formation of your own society. 
For 


the sake of our nation’s progress, we wish them 


It will lead to the formation of others. 


all Godspeed, and we try to help them along 
Had 
it not been for the concerted work of our met- 
the 


would not be buying nearly all our pig iron 


with good hard work and investigation. 


allurgists in American Association, we 
under chemical specifications, nor would our 
better posted foundry foremen write out mix- 
tures at their desk without worrying how they 


will turn out. 
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“T am repeatedly called in on expert work 
in foundries, and have always found the fore- 
men most anxious to learn the simple littl 
trick of arithmetic by which a mixture can be 
figured out from the stock piles, the analyses 
of which known. The effect that 
calculations have on the buying of the iron is 
As just an 
instance of this, I will quote from my own 
experience. Where formerly the works in 


are such 


seldom realized by the owner. 


question had all the way from 10,000 up to 
17,000 tons of pig iron in stock, as many varie- 
After | 
had mastered the principles involved in the 


ties had to be carried to mix from. 


work, that stock was cut down to less than 
3,000 tons, I had to 
about the iron due for a week to follow, when 
Just think of the 
How 
much more could be said on the subject of the 
foundry and our particular hobbies in it. We 
get together and think we have threshed it out 
so dry that nothing worth talking about is left 


and oftentimes worry 
delays by rail will occur. 
interest on the former investment saved. 


and behold, when we come together once more 
it is—Have you seen this or that shop, and 
the way they turn out those propeller cast 
ings? Or a new instance of how the pattern 
shop did the foundry that time, or vice versa 
If there were not so much new constantly 
turning up, how could we have such bright 
trade journals as the Foundry and the Pattern 
maker? Our conventions seem to teem with 
interesting matter, and I take this occasion to 
extend to each and all of you, as well as all 
foundry Cleveland, a hearty invitation to joi 
with us in New York City next month, when 
we hope to have a most interesting gathering 
of foundrymen from all over the country. May 
the good work go on here. May you become 
thoroughly acquainted with each other; learn 
to value and respect the earnest efforts and 
good citizenship which will be found in our 
industry. I greet you again as fellow-foundry 
men, on the right road to progress, success 
and that prosperity which we all strive fo 
with American pluck, American ability, the 
American perseverance.” 

John A. Penton, of the Penton Publishing 
Co., spoke on “Early Reminiscences of the A 
F. A.” He told of the first meeting in Phila 
delphia of a few men interested in the foundry 
business to organize a local 
foundrymen, and how from that small begin 
Mr. Pen 


ton made a strong plea for the organization ¢ 


ning the national organization grew. 


foundrymen, saying that it is based on the de 


association 01 
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sire of men in the same business to be asso- 


ciated with their fellow men and is absolutely 
necessary for the highest success in the busi- 
He said that if a man were not 
entirely in harmony with the plans and meth- 
ods of an organization, that was no reason for 
his refraining from becoming a member. He 
ought to go into the organization and exert his 
influence to have it changed to conform to his 


ness world. 


ideas. 

N. S. Calhoun, of the Johnson & Jennings 
Co., responded to the toast, “Cleveland as a 
Foundry Center,” making a speech abounding 
in humor and giving the guests a few solid 
facts on which to reflect. Other speakers were: 
“Cleveland Club of Associated Patternmaker 
Foremen, Its Object and Work,” J. Nall, of 
the Ajax Mfg. Co.; “Proper Relationship be- 
tween the Pattern Shop and the Foundry,” 
Alfred Hibbs, of the U. S. Cast Iron Pipe & 
Foundry Co., and “Making a Molder,” H. M 
Lane, editor of the Foundry. Mr. Lane spoke 
of the tendency towards specialization in the 
foundry which prevents a boy from obtaining 
a thorough knowledge of the whole foundry 
business He urged the importance of an ap- 
prentice knowing something about the machine 
shop and patternmaking as well as about mold- 
ing, and outlined a plan for the establishment 
of a shop school, which he believed would re- 
sult in turning out-a much higher grade of 
He said that 
the product would be a well-developed me- 


molders than can now be found. 


chanic instead of a man trained in some spe- 
cial feature of the foundry trade. 


Buffalo Foundrymen’s Association. 
The regular monthly meeting of the Buf- 
falo Foundrymen’s Association was held in 
its headquarters, 23 Builders’ 
May 16. 
members and 


Exchange, on 
President Hubbell, 28 
visitors attended. 
After the regular order of business was dis- 


luesday, 


several 


posed of the chair introduced Mr. Daniel 
Upton, Supervisor of Manual Training, Buf- 
falo Public Schools, who, in a very interest- 
ing talk, explained the advantages of manual 
training offered at the Mechanic Arts High 
This 


school has an excellently equipped pattern 


School to the young men of this city. 


shop, 18 wood-turning lathes, a cabinet shop 
with 24 work benches, a shop equipped with 
20 forges, and several draughting rooms 
One of the basement rooms has been fitted 

ut as a molding room where the boys take 


essons in molding before they enter the 
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pattern-making classes. The machinery is 

The branches of 
First 
year, cabinet work and wood turning; sec- 
ond year, molding and pattern making; third 
vear, iron forging, brazing, 
fourth 


driven by electric motors. 


industrial training are as_ follows: 


tempering, etc.; 
practice. In 
each year the draughting conforms to the 


year, machine shop 
other work, the course as laid out consist- 
ing of free hand and mechanical branches; 
the latter takes in machine and allied sub- 
jects in the last two years. The aim is not 
to produce specialists in any line, but to 
develop the whole man by educating the 
hand and mind to work together. The boy 
is, therefore, better fitted to enter a larger 
field of usefulness. At present about 150 
boys are taking the technical course though 
it has been established only about two years. 
It was the unanimous sentiment of those 
present that if our boys are educated in 
this school our manufacturers will in a few 


years have a better grade of mechanics 





— 


The Associated Foundry Foremen. 


Frank C. Everett, Secretary, 2113 Third Ave, New 
York, N. Y., care the J. L. Mott Iron Works 





Milwaukee Foundry Foremen. 
Thomas Glasscock, Dist. Vice Pres., care Pawling & 
Harnischfeger Co., Milwaukee, Wis. 


Erie Foundry Foremen. 
W. F. Grunau, Dist. Vice Pres., care Erie City Iron 
Works 


PHILADELPHIA FOUNDRY FOREMEN 
W. P. Cunningham, Secretary, Pencoyd, Pa 
NEW YORK FOUNDRY FOREMEN'’S 
ASSOCIATION 
S. M. Williams, Dist. Vice Pres., 221 Third ‘Street 
Elizabeth, N. J 
CHICAGO FOUNDRY FOREMEN. 
David Spence, Dist. Vice Pres., 142 Bunker St. 
INDIANAPOLIS FOUNDRY FOREMEN 
W. H. Holmes, Dist. Vice Pres., care American 
Foundry Co 


HAMILTON, ONT. FOUNDRY FOREMEN'’S 
ASSOCIATION 


A. Chase, care Sawyer & Massey Co, Secretary and 
Treasurer 


A. E. Stevens, Sioux City, Ia., is organiz- 
ing a company to engage in the manufacture of 
cast iron and brass products. The concern 
will be known as the Western Brass & Iron 
Foundry. 
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AMERICAN SOCIETY FOR TESTING 
MATERIALS. 


Dr. Richard Moldenke delivered an address 
upon “The Object of the American Society for 
Testing Materials” before the Civil Engineers’ 
Club of Cleveland, on Friday, May 5. ‘The 
speaker first reviewed the organization of the 
societies for testing materials in Europe, which 
resulted in the formation of the International 
Society for Testing Materials with divisions 
He noted the fact that the 
object of the societies in this country and Eu- 
rope is radically different. In this country 


in each country. 


the prime object of testing and of the Society 
for Testing Materials, is to arrive at standard 
specifications for material used for manufac- 
turing purposes, while in Europe the prime 
object of testing materials is for scientific re- 
search, and the making of specifications is a 
secondary matter. In many cases the European 
members of the society are government off- 
cials and they would have no authority to 
adopt standard specifications without special 
legislation on the part of their government. 
The engineering departments of each of the 
European governments have their own speci 
fications and it would be very difficult for them 
to unite on any universal plan. In this country 
however, engineers feel the need of universal 
standards and specifications, and hence the 
American Society for Testing Materials, which 
is the branch of the International Society, was 


This society has taken over most of 


formed 
the testing work previously done by various 
engineering societies, or it has worked in har- 
mony with other engineering bodies, and from 
its work has resulted the adoption of standard 
specifications for many lines. There are now 
a number of committees working upon the 
subject. 

Dr. Moldenke told of his visit to the Inter 
national Congress held at Buda Pesth several 
years ago. There were only four American 
members present, and in the committee work 
he acted as interpreter between the various 
divisions. The proceedings of the Interna- 
tional Congress for Testing Materials are con- 
ducted in three languages, French, German 
and English, there being two translators al- 
ways on the platform, and just as soon as the 


speaker makes a few statements, each trans- 


lates it into his own language for the benefit 
of his fellow-countrymen present. 

After pointing out the importance of the 
work already done by the American Society, 


Dr. Moldenke made a plea for all engineers to 
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support the work of the society by becoming 
members, taking part in the discussions and 
assisting the work in any way that they could 


MEETING OF THE IRON AND STEEL 
INSTITUTE. 


The annual meeting of the Iron and Steel 
Institute opened at London, May 11, with An- 
Carnegie presiding. In his farewell 
speech, and before introducing his successor, 
Rk. A. Hadfield, who was vice president of the 


drew 


Institute, Mr. Carnegie said he appreciated 
the honor of being the first American presi- 
dent of the Institute. Later he subscribed 
$25,000 to the research fund as a parting gift 
to the Institute. One of the features of the 
meeting was the reading of a paper by James 
Gayley, of New York, on “The Application 
of the Dry Air Blast to the Manufacture of 
Iron.” R. A. Hadfield, the new president of 
the Institute, was formerly master of Sheffield, 
is director of the Sheffield Gas Co., the Shef- 
field District Railroad, and several other com- 
panies. He is the inventor of manganese steel, 
a member of many scientific and industrial or- 
ganizations, including the American Institute 
of Mining Engineers, and among the prizes he 
has received is the John Scott medal, a pre- 
mium of the Franklin Institute of Philadel- 
phia. 


ALUMINUM AS A PATTERN METAL. 
BY H. N. TUTTLE. 

There has been so much said against alum 
inum for metal patterns, that those who have 
never used the metal for that purpose would 
be naturally inclined not to give it a trial; 
whereas, if one has thoroughly investigated 
the matter, he finds merits in it, which make it 
the metal “par excellence” for many classes of 
metal patterns. 

In the first place, its extreme lightness is a 
very valuable feature. The specific gravity of 
aluminum is 2.56, while that of brass is about 
8.32, and zine and tin alloy or antimony and 
From this will be seen that 
with a given size gate, aluminum patterns of 


tin about 7.25. 


three times the volume of brass or soft alloy 
patterns may be carded with only the same 
liability of breaking the soldered joint So 
in considering patterns of the same size, carded 
with gates of the same size, the danger of 
breaking the joints of the aluminum card 
would be very much less than that of the other 
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count of its being so much easier to draw a 
light pattern than a heavy one. 

The cost of the metal is less than that of 
Imost any other pattern metal. 
osts about thirty cents per pound, and as its 


Aluminum 


volume is three times greater than brass or 
other pattern alloys, its comparative cost is 
reduced to ten cents per pound. 

said that the sticks 
to aluminum patterns more than to other kinds, 


It is sometimes sand 
but after examining about three hundred cards 
of various metals, to observe the amount of 
lirt remaining on the patterns after they were 
rushed off, and after talking with several of 
the molders who have used these patterns, it 
was found that it was not true, in this shop at 
east; there being no appreciable difference in 
this respect. 

\luminum finishes with the file, sand paper, 
scraper, etc., much easier than brass or the 
hard pattern metals, and casts smoother than 
the soft alloys. It is very stiff and will not 
easily spring out of shape nor be easily bent, 
making it better for light, flimsy patterns than 
the soft alloys; while, on the other hand, it is 
omewhat soft, so that it will not peen out of 
true from rapping, as flat, thin iron patterns do 
Still, if an aluminum pattern be sprung slightly 
in casting, or in any way, it may be trued up 
by bending, though it will not bend so much 
as brass. 

Of course, it is not claimed that aluminum 
is better for all classes of metal patterns, but 
for ordinary carded work for castings not re- 
juiring extreme accuracy or fine surface, such 
s agricultural and light machine work in gen- 
eral, and for single patterns too large to card, 
as gears, hand wheels, etc., it makes durable, 
cheap, and easily finished patterns. 

Soldering Aluminum, 

The objection most often heard to aluminum 
as a pattern metal is that “it can’t be soldered,” 
or that “it is extremely difficult to solder,” or 
tl Now it 
; proverbially hard to prove a negative, and 

The chief dif 

‘ulty in soldering aluminum lies in not know- 


at “a good joint can’t be soldered.” 


is especially true in this case. 
ing how. It is not generally known that a 
ir job of soldering can be done upon alum- 
num with common half and half solder, but 
case. We 


ave been in use a long time upon which are 


uch is the have patterns which 


rinkage holes soldered with. the common 


Ider. It is only necessary to follow the 
below for 


Also, 


rections given using aluminum 


Ider, using no flux. aluminum with 
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10 percent tin added will solder better with 


common solder. However, a special aluminum 
solder is much better, making a stronger job, 
and being easier to use. We have been ex- 
perimenting and testing aluminum solders for 
several years, and have found the one below 


to be the best, considered from all points, for 


It is slightly different in 
color from aluminum, which makes it useless 


metal pattern work. 


for ornamental work, but it is cheap, easy to 
We have 


made test joints with it which have stood more 


use, and very strong and durable. 


strain than the aluminum itself, the casting 
breaking at one side of the joint, though, of 
course, this is not usually the case. The re- 
ceipt for this solder is as follows, all parts to 
be measured by weight: 


ARMIN 66. cs cs I part 
PROSPMONUN 2.0 oe cece I part 
PN ana PAS een II parts 
RM Msaxaeces 29 parts 


In making this solder, melt the 
first. 


aluminum 
Then add the zinc in small pieces, so as 
not to solidify the already melted aluminum 
hen add the tin, taking the same precaution 
not to solidify the metal, and lastly, drop in 
the phosphor-tin, stir well with a brass rod, 
and quickly pour into molds, which may be 
easily made in the open sand. Use a crucible 
in making this solder. 

The reason for observing the above order 
of melting is that if the metal with the lower 
then 


necessary to 


first, and 
temperature 


fusion point were melted 
brought up to the 
melt the aluminum, the lower metal would be 
over-heated and partially vaporized, thus de 
stroying the proper proportion. 

In regard to using the solder, it is well to 
understand a few points about aluminum oxide. 
This oxide is a thin film or skin which forms 
upon the surface of aluminum immediately up- 
This 
oxide forms practically instantaneously, so that 


on its coming in contact with the air. 


if a scraper or other instrument be pushed 
across the surface of tl oxide 


forms before the bare metal comes in sight. 
It also 


ie metal, the 
forms upon the molten metal, and it 
sometimes happens in pouring, that the work- 
man finds he is pouring his metal through a 
oxide. It 
that when he over fills his flask, 


tube of also sometimes happens 


and the metal 
runs over the side, in the case of heavy cast- 


ing, a film will form around the overflow, and 


syphon quite an amount of metal from his 


sprue, unless he prevents it by breaking the 


skin 
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The oxide is very durable and impervious, so 
that it prevents the 
inner metal, and thus 
In the case of iron, the oxide is, 
we might say, very porous, so that the first 


air from reaching the 
further oxidization is 


very slow. 


thin layer of oxide has little effect in reduc- 
ing further oxidization. 

It is the presence of small scales of oxide 
through the body of the casting, which renders 
the metal porous, and unfits it for pump work, 
upon castings which are subjected to hydraulic 
pressure. 

Now 


covered with oxide. 


solder will not adhere to any metal 
In the case of brass, the 
the flux, but there has 
will remove 
However, the 


oxide is removed by 
discovered which 
oxide. 

difficulty is overcome in a very simple way. 


been no flux 


or dissolve aluminum 


The soldering copper, which should be a 


rather heavy one, and untinned, is heated to 
a dull redness, and then rubbed back and forth 
upon the surface to be soldered, melting the 
solder upon the hot copper at the same time. 
The surface becomes covered with the melted 
solder, which excludes the air and prevents 
further oxidization, while the point of the 
copper scratches off the oxide already there 
Under these conditions the solder readily ad- 
surface be- 
For filling shrinkage holes, 


heres to the aluminum, and the 


comes “tinned.” 
or building up additions upon patterns, all that 
is necessary now, is to melt in the required 
amount of solder. 

In case it is desired to solder two pieces of 
both 
tinned,” the pieces brought into position and 
the joint 


aluminum together, surfaces should be 


heated with a copper or blow-torch 


until the solder is liquid, then pressed into 
Brass must be 


allowed to cool. 


heated to 409 


place and 
before solder will adhere to it, 
must be heated about 200° 


1 = | Z 
while aluminum 


higher, so it will necessarily be a little harder 
to solder aluminum than brass. 

There is a certain stage during the cooling 
just before solidification, when the solder may 
be worked into any shape, at will, like snow, 
packing, or like the 


when it is right for 


amalgam used by dentists. Of course this tem- 
perature is hard to maintain, but the tempera- 
ture at which aluminum “tins” nicely, is nearly 
at the 


would say, 


“wiping”? temperature, as a plumber 
and on this account there is time 


enough to “strike off” surplus solder, in sim- 


ple cases 
As an 


“build up” 


example, suppose it is desired to 


a certain surface of a pattern, one- 
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First “tin” the surface to be “built 
up.” Then place a wooden frame around that 
part of the pattern, so that its upper edge is 


half inch. 


in line with the desired finished surface. Then 
melt in with the copper, enough aluminum 
solder to fill the frame “heaping full.” After 
rubbing the copper over the bottom and around 
the corners, to be certain that the solder is 
melted into the “tinned” surface below, when 
the solder cools to just the right temperature, 
“strike off” by “patting” with a block of wood, 
using the top of the wooden frame as a guide. 
Sometimes the “striking off” can be better done 
with a piece of smooth steel, like a scraper. 
Fillets may be “wiped” in corners with a 
common waxing iron with nearly as much ease 
Rllets. The corner, after being “tin- 
little solder run in, 
diately followed by the waxing iron, which 1i 


as wax 
ned,” has a and imme- 
done at the proper moment, presses the solder 
into shape, leaving it as smooth as glass, and 
requiring no further finishing. 

These are merely simple examples of what 
may be done in the line of “striking” solder. 
In case of any large or complicated jobs, it is 
better to rig up some kind of heating table, so 


that the temperature of the casting may be 
maintained. 

Sometimes additions may be more easily cast 
on than soldered and swept off. In this case 
the addition may be put upon the pattern in 
wood, wax, or in any convenient way and the 
pattern rammed up. After the pattern is drawn 
and the addition removed, the proper surface 
is tinned and the pattern replaced in the mold. 
After the mold is closed, the addition is cast 
on by pouring in melted aluminum solder at 
a high temperature. Gates which have been 
broken off are sometimes replaced in this way. 

Casting. 

Another objection to aluminum often heard 
However, it is 
only necessary to observe a few conditions to 


is, that “it is hard to cast.” 


make the casting of aluminum as certain as 
It should be borne 
in mind that aluminum melts at a higher tem- 
than soft 


that of any other metal. 


perature alloys (about 1200°), 1s 
much lighter than any other pattern metal, and 
has the property of absorbing gases when 
over-heated, or when kept in a molten state 
for any length of time. On account of these 
properties, aluminum should be handled some- 
what differently than the other metals. 

The most important thing to remember is t 
use a large sprue and a large gate, so that as 
“draw” from the 


the casting chills, it may 
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metal in the sprue, and thus not leave shrink 
holes in the casting itself. 
gate and sprue must be of such size that they 
will remain in a liquid state, longer than any 
part of the casting proper. After a little prac- 
tice, the workman will be able to judge how 


For this reason the 


small a gate it will be safe to make for any 
However, it is better at first 
to be on the safe side with the larger gate, as 


given casting. 


it is cheaper to saw off a little more metal than 
to solder a shrinkage hole. 

As a general rule, it is better to gate into 
the heaviest part of the casting, as this is the 
part which cools last. If it is difficult to do 
this, or if there be more than one heavy or 
enlarged part to the pattern, “risers” may be 
put on to feed in the shrinkage. It is abso- 
lutely necessary to put a riser on any heavier 
part of the casting, which is separated from the 
gate by a thinner section, to prevent a shrink- 
age. 

On account of its lightness, an extra “head” 
is not of so much advantage as in other metals. 
From the same characteristic, top gating may 
be more often employed, as its lightness very 
greatly reduces the probability of “washing.” 

Pulley patterns, sprockets, small gears, etc., 
may be best cast by setting the sprue upon the 
cope print, or on the hub. 

The form of sprue to be recommended for 
This form 
gives a larger body of metal for the same size 
If, after the 
cope is lifted off, the sand is pressed or cut 
as shown at C, the sprue may be broken 
off at the line A and B, without the use of a 


top pouring is shown in Fig. 1. 
gate, than the ordinary shape. 
back 


saw. 

lhe sand should be tempered as dry as can 
be conveniently worked, as the metal is so 
light that it cannot overcome the steam pres- 
sure as well as a heavier metal, and blows are 
more apt to be caused from wet sand than in 
any other way. This is especially true in case 
of “pockets” of sand in the drag, surrounded 
by metal. This makes it sometimes necessary to 
vent down to the bottom board, to prevent a 


To ” 
} 


blow.” Another essential point is to pour the 
the The 
“to pour at the lowest temperature that 
ill fill the 


ut little above the melting point. 


metal at proper temperature. rule 


mold,” which in most cases is 


The most 
onvenient way for testing the temperature, is 
) place the end of a pig of aluminum about 

three-quarters of an inch into the molten metal, 
nd allow it to remain there a short time. 


t 


the metal is “hot,” its degree may be de- 
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termined by the rate at which it melts the pig. 
If the metal is near its melting point, a little 
of the be formed 
After the pig is 
withdrawn, the time it takes for this “cup” to 


cup congeaied metal will 


around the end of the pig. 

1 give a very accurate idea 
of its temperature. After losing a few castings 
by pouring too cold, the proper heat may be 
easily judged. 


become remelted, wil 


As the metal is poured at such a low tem- 
perature, it is always well to ram the sand 
as lightly as the mold will stand, to allow the 
easy escape of the air and gases, but should 
it be necessary to ram the mold hard, it should 
Another for 
ramming lightly, is that the property called- 
“hot-shortness” is very much in evidence in the 


be thoroughly vented. reason 


That is, the metal is very 
weak, just after solidification, so that in cer- 


case of aluminum. 


if the sand 
is rammed very hard, there will not be suffi- 
cient strength to the casting upon shrinking. 
to crush in the sand; the result being a broken 


casting. 


tain shapes, such as an open ring, 


The remedy lies in proper ramming. 
For this same reason, it will be found safer 
in casting around cores of more than three or 


four inches in diameter, to use a soft baked 
core made of molasses water and molding 
sand. This crushes as readily as green sand. 


Also the castings should not be shaken out too 
quickly after pouring. 

Since aluminum has the property previously 
mentioned, of absorbing gases when in a mol- 
ten state, it should be poured soon after melt- 
remain in 

absorbed 


be allowed to 
the 


ing. It should not 


the fire and “soak,” as gases 
tend to produce blow holes. 

lhe should be 
literally “dumped” into the mold. 
help fill the mold, when otherwise the metal 


too cold to the 


metal poured very rapidly, 


This will 


might be run up into cope 
corners. 

For melting the metal, a gas furnace is the 
most convenient outfit. Catalogues describing 


these may be obtained at any gas company’s 
office. 

Coke makes a very good fuel, especially if 
there be much casting to be done at one time. 


Charcoal is inconvenient on account of its 


burning out so rapidly, though it is a very 
clean fire. 

Soft coal is not to be recommended, as it 

is dirty and gaseous, but for a quick short job, 

When it is used, care should 

be taken not to get any particles of the fresh 

the 


it is very good. 


coal into melted metal just previous to 
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pouring, as these make small blow holes, 
slightly below the cope surface. Though these 
generally remain below the depth of a file 


cut, they will show if the casting be finished 


in the lathe 

An iron ladle, or black lead crucible may be 

] ] , -- +t) - - ~ 

used, an iron ladle being rather more con- 
venient, but burning out in the course of a few 
months’ usage. In either case it is more con- 
venient to use a ladle or crucible large enough 
to hold all Also 


there should be a long sand-bin with a goodly 


the metal a man can handle. 


quantity of sand, so that the patternmaker can 


ram up several molds, and pour all at once, 
immediately upon the metal in the large pot 
becoming melted. Of course this last applies 
merely to small sheps 
] 
\ / 
\ / Fig. 2 
» 
x" / ry 
/ 
| | 
$=. 
Eig. 1 ta 
By | 
| Fig. 3 
Snap 1 ls need not be jacketed in case of 
eht castings, and seldom need weighting or 
clamping to hold down the cope 
If the tings be shaken out soon after they 
re poured, and a shrinkage hole should be 


umd, which will be rare if the above rules 


re followed, it may be easily filled by rubbing 

stick of aluminum solder upon the proper 
surface, while the casting is still hot enough 
to melt the solder. Yet the casting should not 
be too hot, as the solder will merely run into 
the casting itself. 

\ 3-16” shrinkage rule is the proper rule to 
use, though the shrinkage will vary from this 
slightly under different conditions 


he gates for aluminum patterns should or 
linarily be made of rolled sheet brass, cast in 

alloy patterns. An hole 
led in the end of the brass, as the 
to the brass. It is 
ise brass about one-eighth of an inch 


When 


are gated, the aluminum some 


anchor 


Ss in sot 


should be dri] 


will not weld 


aiuminun 


gates when possible. very 
times melts the end of the brass gates, causing 
and loosening the gate 


casting, 


‘onze in place of brass 
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may be overcome by using sheet 
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Finishing. 
One of the greatest advantages of aluminum 
for patterns, is that it finishes so easily. A 
For 


safely 


few points will be touched upon here. 
sawing off cannot be 
broken off, a common hack saw is generally 
used, but a fine tooth panel saw, about fourteen 
inches long, sharpened hack saw style, or like 
a wood rip saw, is much better, as it saws 


sprues, which 


faster and more accurately. An old fine tooth 
circular saw is sometimes used where there is 
much sawing to be done. Regular metal cut- 
ting circular saws and metal cutting band saws 
may be bought which do very rapid work. 
\luminum files nicely, the scale not being 
appreciably harder than the inner metal. It 
has a slight tendency to “pin up” on the file, 
and scratch, this tendency varying much with 
the individual file, and with different castings. 


some ‘files not “pinning” with any casting, 
and some castings not “pinning” with any 
file. This tendency may be overcome almost 


entirely by dipping the file occasionally in 


water. Some workmen say that this makes the 
file cut much faster, also. 

There is a file made with a very oblique cut, 
even the softest 
file, the main 


which will not fill up with 


metals. This is a bastard cut 
cut being made on an angle of only 40° with 
the side. The second cut is made very light 
This file works very nicely upon aluminum, 
and is generally used by the writer. 

Much of the finishing may be done upon the 
Should there be the 


shop, a fairly good one may be made by cov- 


disc grinder. none in 


ering a large wooden face plate with garnet 
paper, running at quite a high speed in the 
lathe. 

For finishing inside cylindrical surfaces, such 


turning 


as journal bearings, sand-paper rolls may be 
made and used in the lathe. It is well to have 


rolls of 


1 


several of these various sizes on 


hand 

By using the finest grade of Albany sand 
(Windsor Locks sand is often used) and tak 
ing care in the molding, very smooth castings 
may be produced, which may be very quickly 
finished well enough for common work upon 
the rotary wire scratch brush. This may be 
purchased for about ten dollars, and put upon 
an emery wheel arbor, and run at a high speed 


When 


drilling, 


using hand scrapers, or floats, and 


when tapping or turning, kerosen¢ 
may be used as a lubricant. Of course water 
or benzine would be as good, but water rusts 


the machines, and benzine or naphtha evaporate 
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rapidly and are unpleasant upon the hands. 

[he proper speed for turning is about the 
same, or a little less, than that for brass, while 
the tools should be ground with considerable 
rake and clearance, about the proper amount 
being shown in Fig. 2. 

The top view of a very nice working lathe 
Fig. 3, in which the 
is in the direction of the arrow. The round 


tool is shown in feed 


corner A makes the roughing cut while the 
flat edge B, the finishing cut, both at one 
operation. By grinding tools this shape, 1-32 
of an inch is about all the stock that is neces- 
sary to allow for turning. Turning tools 
should be placed at or slightly below the cen- 


ter of the work. 


TROUBLE WITH THE FOUNDRYMAN. 
1 noticed recently a piece with the above 
title by C. E. W. 


piece could not be made in the three-part 


I see no reason why his 


In the case of a large piece I think 


flask. 
it would be perfectly safe to ram up the 
cheek and drag, remove the drag, take out 
his loose pieces, return the drag, roll over 
and finish the same without any fear of bad 


results from ramming his cope with the 


loose piece out. If there was any fear from 
this cause, however, he could roll back and 
take them out after the cope is rammed up. 


\s he has no finish marks on it, it may be 


that it would be more simple to leave his 


other strips loose and then to ram level with 
them, take out the strips and lay on a flat 
core, thus making it a two-part flask. We 
have a similar piece, which is a heavier cast- 
ing but has a smaller core, which we have 
fifteen times. 


W. 5. SrAr PUCK 


made twelve or 


TRADE PUBLICATIONS. 
Grinding Wheel Co., of 
circular 


The Corrugated 


Philadelphia, Pa., has gotten out a 
illustrating its corrugated wheels and setting 
forth the advantages to be derived from their 
use. The catalogue shows a half tone from a 
photograph taken of a piece of cast iron % in. 
thick, with a groove cut in each end of it 
\ groove was cut in one end by a wheel when 
not corrugated, and a grove was cut in the 
ther end by a corrugated wheel, a specially 
lesigned testing rig being used to force the 
work against the wheel. The corrugated wheel 


lid 140 percent more work than the other. 


“TRE FOUNDRY 1g! 


The A. A. Griffin Iron Works, of Newark, 
N. J., have gotten out a very neat little trade 


publication in regard to the Bundy traps, which 
is entitled “About 
to be an autobiography of the trap. It 


Myself” and is supposed 
Starts 
out with a picture of the author and then de- 
It is 3% by 


scribes its various uses 6 inches, 


and well illustrated 


Clum & Atkinson, of Rochester, N. Y., have 
gotten out a very neat publication, describing 


and illustrating the work of their brass, bronze 


and aluminum foundry. It is a pamphlet 
6 by 4% inches and contains a considerable 
amount of very interesting matter. 

The Yale & Towne Mfg. Co., Stamford 
Conn., has just issued two very neat little 
catalogues, 6x5 in. The first deals with the 
Yale & Towne blocks and electric hoists, show 


ing the different types of hoists and the appli- 
cations for which they are intended. In the 


back of the catalogue there is a map of New 
York City The cther catalogue deals with 


locks and hardware intended for railroad use. 
hese two catalogues were gotten up for dis- 
Con 
has recently been held in 
5 a & 


tribution at the International Railway 


vention, which 


Washington, 


The Bristol Co., of Waterbury, Conn., has 


issued another catalogue of its recording ther- 


mometers. The catalogue is gotten up in an 


exceedingly neat style, including illustrations 


of each class of thermometer with a descrip- 


tion of the special service for which each is 


fitted. It also contains considerable matter of 
interest to all users of recording thermometers 
and to who have work to do along this 
line 


One of the best gotten up trade publications 


that has come under our notice lately is that 
entitled “Cranes,” which is sent out by Pawl- 
ing & Harnischfeger, Milwaukee, Wis. It 1s 
the seventh edition of their catalogue. The 
book is 12x 9 in. and contains 40 pages illus- 
trating practically every form of hoist rigging 
used in modern manufacturing plants Dhese 


include traveling cranes of all types and for 


all classes of service, yard cranes, traveling 


jib cranes, standard and special jib cranes, 


extension cranes which are sometimes called 


rubber necked cranes, and power and other 


trolley cranes for all classes of work both in- 
doors and outdoors \ny one interested in 
crane problems should have copy of this 


catalogue 





PERSONALS. 

Mr. J. A. Babcock, who has been foreman of 
the Lakeside Foundry in Muskegon, Mich., has 
gone to Lansing, Mich., where he will be em- 
ployed as foreman at the Lansing foundry. 

Mr. F. C. Myers, late manager of the 
Indiana Foundry & Machine Co., South Bend, 
Ind., has accepted the position of superin- 
tendent of the Illinois Foundry & Engineering 
Co., Granite City, Ill. The latter company has 
recently increased the capacity of its plant. 

Mr. John McGregor has resigned his posi- 
tion as foreman with the Doherty Mfg. Co., of 
Sarnia, Ont., and has accepted a similar posi- 
tion with Bowes, Jamieson & Co., of Hamil- 
ton, Ont. 

W. B. Chapman, formerly general superin- 
tendent of the Mashek Chemical & Iron Co., 
Mich., who left Escanaba two 
months ago, 1s now engaged as assistant mana- 
ger of the New York office of the Morgan Con- 
composed of engineers, foun- 


Escanaba, 


struction Co., 
ders and machinists, with headquarters at 
Worcester, Mass. 


DEATHS. 

Mr. Henry W. Miller, president of the Utica 
Pipe Foundry Co., of Utica, N. Y., died of 
heart failure in Chicago on May 10. Mr. Mil- 
ler was 58 years old and has been prominent in 
the manufacturing interests of Utica for a long 
time. He was in Chicago receiving treatment 
for heart trouble. 

Wm. Tod died at his home in Youngstown, 
O., April 27. He had been suffering from 
organic heart trouble for two years, and his 
death was not unexpected. Mr. Tod was a 
son of David Tod, one of Ohio’s war gov- 
ernors, and was born at Warren, O., July 30, 
1843. He received a common school educa- 
tion and in 1868 became connected with Homer 
Hamilton in the foundry business, later manu- 
facturing the Porter-Hamilton engine for gen- 
eral power service and especially for the iron 
and stee! trades. Mr. Tod became an im- 
portant factor in this business. Associated 
with John Stambaugh Sr., Paul Jones and 
Homer Hamilton, the plant was built up and 
in time and the firm became known as Wm. 
Tod & Co. Ata later date the business was 
incorporated as the Wm. Tod Co. Mr. Tod 
was elected president and the company be- 
came one of the most important engine build- 
Mr. Tod was also inter- 
ested in the Brier Hill Iron & Coal Co., the 
Youngstown Steel Co., and other manufactur- 


ers in the country. 
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He leaves two sons, David and 
David Tod is general manager of the 
cement department of the Struthers Furnace 
Co. 


ing concerns. 
Fred. 


FIRES. 


Fire broke out in the plant of the Stockton 
Iron Works, Stockton, Cal., April 19. The 
largest building of the cumpany, valued at 
$8,000, was completely gutted, and a number 
of valuable patterns, the accumulation of 40 
years, worth $50,000, were entirely destroyed. 
A small insurance was carried on the build- 
ings. The company will rebuild as soon as 
possible. 

Fire visited the plant of the Fagan Iron 
Works, Jersey City, N. J., last week, destroy- 
ing the foundry, a two-story engine and boiler 
room and a four-story pattern shop. The older 
portion of the plant was saved, but a large 
number of valuable patterns and considerable 
machinery were destroyed. The estimated loss 
is $10,000. 

The foundry building of Thos. Taylor, of 
Falls City, Neb., was destroyed by fire on 
April 20. The loss is between $3,000 and 
$4,000, with no insurance. 

Fire in the warehouse and salesroom of the 
Illinois Malleable Iron Co., Chicago, May 3, 
caused a loss of $10,000. 

The foundry and machine shop of Ritten- 
house Bros., at Norristown, Pa., was damaged 
by fire to the extent of $35,000 on April 25. 
The fire started in the pattern room-on the 
second floor. 

The Plainfield Foundry Co.’s plant, of Plain- 
field, Conn., was destroyed by fire on May 3. 

Fire destroyed the foundry and the entire 
works of the Desjardins shops at St. Andre, 
The loss 
is estimated at $150,000, upon which there is 
some insurance. 


Kamouraska, Quebec, on April 26. 


The Gurney foundry at Toronto, Ont., was 
slightly damaged by fire on May 4. 

The Chicago Foundry, of Spokane, Wash., 
was damaged by fire to the extent of $1,000 
on April 12. 

The Summit Stove Foundry, of Geneva, N. 
Y., was damaged by fire to the extent of $3,- 
000 on May 4. 


NEW CONSTRUCTION. 

The Waterbury Farrel Foundry & Machine 
Co., of Waterbury, Conn., has let contracts for 
two additions to its plant which will require an 
expenditure of about $35,000. 
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A building permit has been issued to the 


Pittsburg, Ft. Wayne & Chicago Railroad to 
build a brass foundry to cost $20,000, in Pitts- 
burg, Pa. 

The Reading Iron Co., of Reading, Pa., has 
et a contract for a new foundry building 180 
by 230 ft. 

The buildings being constructed by the 
\merican Steel Foundries at Chester, Pa., are 
rapidly approaching completion. 

The addition to the foundry of the Macungie 
Brass & Mfg. Co., of Macungie, Pa., is nearly 
ompleted. 

The Ajax Metal Co. will construct a new 
fire proof pattern loft at 52 Richmond street, 
Philadelphia, Pa. The loft is to be built of 
steel and the contract for it has been let to 
of Philadelphia, Pa. 

The Vulcan Foundry Co., Hamilton, O., has 
land for the 


Mitchell Bros., 
purchased erection of a new 
foundry, and expects to be under roof by No- 
vember. 

lhe Ohio Pattern Works, of Cincinnati, O., 
s having plans made for a large pattern plant 
to be erected on Spring Grove avenue, in Cin- 
cinnati, O., the building to cost about $10,000 
The plans are being prepared by Architect 
Martin Fisher. 

lhe Southern Indiana railway shops, at 
Bedford, Ind., will be extensively improved, 
and plans call for the construction of a large 
foundry and improved machinery facilities. 

\ contract has been closed for the cement 
for the $400,000 
plant of the Twin City Rapid Transit Co., of 
Minn. Among the other large 
buildings there will be a foundry 60 by 200 ft. 

The Olds Motor & Gasoline Engine Works, 

Lansing, Mich., will erect a foundry 240 by 
60 ft. 


and some of the materials 


Minneapolis, 


Works, Hoboken, N. J., 


rebuilding their foundry which is 200 by 


The Fagan Iron 
0 ft. and putting on an iron roof. 

[he Gray & Dudley Hardware Co. has com- 
leted arrangements to start a large foundry 


nd hardware manufacturing plant at Nash- 
lle, Tenn., and has purchased a location of 
ut Ir acres for this purpose. ‘The com- 


ny will manufacture a varied line of hard- 
re and cast iron goods, and will employ 
out 150 hands. 

\rrangements are being made for a number 
improvements and additions to the Central 
undry Co.’s plant at Bessemer, Ala. 

[he Davenport Foundry & Machine Co., of 
venport, Ia., has had plans prepared for a 
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new foundry 88 by 100 ft., by Architects Claus- 
sen & Claussen. It also intends to enlarge 
the main building of its plant, which is 42 by 
125 ft. 
story in height. 


This building is at present only one 
The roof will be raised and 
another story added, which will be 
pattern shop. 


used as a 
The Hawthorne Foundry & Machine Co. 
will move its plant to Des Moines, Ia., from 
Grinnell, providing a suitable location can be 
found. The railroad facilities at Grinnell were 
inadequate. 

John sf 


improving his new foundry plant by adding a 


Carmody, of Cedar Rapids, Ia., is 


new office building, constructing some cement 
flooring and making other improvements that 
will facilitate the work. 

Emrick Bros., of Hastings, Neb., have re- 
paired the damage which was done by fire re- 
cently and are once more ready for business. 

The United States Radiator Co., Dunkirk, 
N. Y., has just completed an addition to its 
foundry which will give an increase of about 
one-third of the former capacity. 

The United States Cast Iron Pipe & Foun- 
dry Co. is increasing the capacity of its plant 
at Buffalo. 

The Gleason Co., of Rochester, N. Y., is 
constructing several new buildings, including 
a foundry 308 by rto ft. 

Wesley Patschke, of Lebanon, Pa., has com- 
menced the erection of a new foundry. Mr. 
known molder and has 


several others associated with him in the busi- 


Patschke is a well 


ness, 

The Dent Hardware Co., of Fullerton, Pa., 
has been making additions to its plant which 
will greatly 


increase its output. The com- 


pany expects soon to enlarge its foundry 
building. 

Toledo, O., 
a capital of $100,- 
120 ft. A 


erected, and also a 


The Conway Steel Range Co., 
recently incorporated with 
000, will erect a building 30 x 
shop will be 
foundry, the dimensions of which will be 70 


finishing 
x 200 ft. The company’s present structure in 
Auburndale, where ranges have been manu- 
factured for the past year, will be enlarged 80 
ft. so that the building will be 40 x 140 ft. 
Work on the improvements will be begun in 
a few days. 

F. E. Myers & Bro., of Ashland, O., 
paring to build another foundry as an addi- 


are pre- 


tion to their plant, which will greatly increase 
its capacity. 
Leo Schwab, president of the Toledo Safe 


& Lock Co., of Toledo, O., is preparing plans 
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for a foundry addition to his plant at Glass- 
boro, O. 

The American Brake Shoe & Foundry Co., 
of Chicago Heights, Ill., has awarded the con- 
tract for a 2-story office building and for an 
extension to its steel foundry plant. 

The Canedy-Otto Mfg. Co., of Chicago 
Heights, Ill., is making extensive additions and 
improvements to its plant, including a foundry 
building 60 x 8o ft. 

The John C. Born & Machine Co., 
Belleville, Ill., which operates a machine shop, 
has purchased a plot of ground and will erect 
A foundry will be 


Bros. 


a plant of larger capacity. 
added to the plant. 

The Detroit Steel Casting Co., of Detroit, 
Mich 


+f 


its present plant and is planning to erect a 
I § 


, has purchased additional land adjoining 


modern steel casting plant, the building being 
165 by 4oo ft. It is planned to install both 
furnaces so that 
both processes of making steel can be followed. 
The improvements will double the capacity of 
the p! int 

The Clayton & Lambert Mfg. Co., Detroit, 
Mich., will erect an addition to its foundry, 


open hearth and converters 


34 x 50 ft., and a 2-story boiler house, 34 x 
60 ft 

The Beloit Machine Co., Beloit, Wis., has let 
the contract for the construction of a new 
pattern shop, which will cost about $25,000. 

The building belonging to the Public Service 
Corporation, at Elizabeth, N. J., is being dis- 
mantled and the material will be used in the 
construction of a foundry which the company 
is building at Passaic, N. J. 

The plant of the 
Works, Chattanooga, Tenn., has been completed, 
and the this 


rhe substantial 


new Tennessee Stove 


first stoves were made week. 


new plant consists of three 


brick buildings, electric power plant, stock and 
finishing, and 


foundry departments. The elec- 
tric power plant will have a capacity of 80 
h. p., and an engine made by the Harrisburg 
Foundry & Machine Works, Harrisburg, Pa., 
installed. 
POS: x. 125 it. 


has been The foundry building is 

The Anniston Foundry & Machine Co., of 
Anniston, Ala., is to 
1.000 ft for the 


erect an addition 85 x 
manufacture of gas 
boxes, soil pipe and fittings. 

J. J. McDougal, of Mitchell, S. D., has pur- 
a site and will begin the erection of a 


shop 


sery ice 


and foundry building 50 x 8o ft. 
owa Malleable Iron Co., of Fairfield, 


, expects to build an addition to its foundry 
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and annealing room during the coming sum- 
mer. 

The Fremont Foundry, of Fremont, Neb., is 
being enlarged by an addition 20 x 4o ft. 

H. E. Olbrich, of Cedar Falls, la., has his 
new foundry nearly completed. 

G. W. Schmidt & Son, of Iowa City, Ia., are 
building an addition to their foundry and iron 
works. 

The Pease Furnace Co., of Toronto, Canada, 
have taken out a building permit for a new 
foundry building to cost $25,000. 


GENERAL INDUSTRIAL NOTES. 


A company has been formed in Worcester, 
Mass., for the purpose of leasing the Arnold & 
Pierce foundry plant for a term of years, and 
The mem- 
bers of the company are: Alexander Hall and 
Alexander Rankin, who have been connected 
with the Holyoke Machine Co. Plans for 
opening the plant have been under way for 
about two weeks. 

The Waterbury Farrel Foundry & Machine 
Co.. of Waterbury, Conn., has acquired a con- 
trolling interest in the Waterbury 
Co., of the same city. 

Thomas A. 


operating it as a general foundry. 


Machine 


Edison is sending out some 
very interesting matter concerning the cement 
made at his new cement plant at New Village, 
N. J. (Postoffice address, Stewartsville, N. J.) 
When Mr. Edison commenced the experimental 
work preparatory to the erection of his plant, 
he decided to try and make the best possible 
cement that had produced. He 


claims that at least 85 percent of his cement 


ever been 
will pass through a 200-mesh screen, as com 
pared with about 75 percent of other brands. 
that 


Phis means a barrel of his cement con 


tains 10 percent more of available active’ ma- 
terial than would be found in a barrel of ordi- 
nary cement. Accompanying the matter sent 
out by Mr. Edison there is a chart showing 
the curves obtained from actual tests of various 
classes of cement. The curve for the Edison 
cement was from nearly 1,200 tests during 1904. 
The results of the other tests are taken from 
the work of the Philadelphia Department of 
Public Works and include a large number of 
tests. In the chart referred to the curve for 
the Edison cement was well above all of the 
others. 

The Kings County Iron Foundry, of Brook 
lyn, N. Y., has been incorporated with a capital 
rhe Edward A 
Calahan, Henry H. Schmittmann, Theodore L 


a ae 
ot $75,000. 


directors are 
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Herrmann and Margaret A. Loughran, of 
Brooklyn, N. Y. 

The Crist Valve Mfg. Co., New York, is 
looking for a site wich adequate shipping fa- 
cilities and other inducements for the manu- 
facture of a full line of brass gates and other 
valves for steam, water and gas. The ma- 
chinery and tools have already been selected. 

The Josiah Ross Mfg. Co., of Buffalo, N. Y., 
has been incorporated with a capital of $50,- 
ooo, to carry on a general foundry and manu- 
facturing ‘business. The incorporators are 
Josiah Ross, Flora B. Ross, John Ryckman and 
John C. Kingston, of Buffalo. 

The McKinney foundry, at Oberlin, N. Y., 
is again taking on a full force of men, and will 
operate its plant to its full capacity. 

The Forest City Brass Mfg. Co., of Cleve- 
land, O., has been incorporated with a capital 
of $75,000. The incorporators are John V. 
Kennedy, H. B. Sawyer, Geo. W. 
E. Jackering and August G. Ilg. 

The Norwalk Mfg. Co., of Norwalk, O., 
which two years ago succeeded the Norwalk 
Foundry & Machine Co., has in turn disposed 
of its foundry department to John Brooks 

\aron 


Shaw, Joseph 


Townhill and Andrew f 


Cleveland, O. 


Hamilton, « 


The district offices of the American Steel 
Foundries, with plants at Pittsburg, Franklin, 
Sharon, Pa., and Alliance, O., will be moved 
from Alliance, O., to Sharon, Pa., on July 1. 

The Columbus Machine & Foundry Co., of 
Columbus, O., at a meeting held May 10 elected 
the following officers and directors: W. C. 
Richards, president; E. T. 
dent; A. Frederick, superintendent, and E. 
Hight, secretary. W. C. Richards, E. T. 
Moore, Joseph Donoghue, Walter Weaver and 
\. Frederick were elected directors. 


Moore, vice presi- 


Philip Metzger, who was foreman of the 
\merican Foundry Co., at Industrial Heights, 
loledo, O., has purchased the interests of the 
various stockholders and _ will operate the 
plant. 

The Dayton Pneumatic Tool Co., which re- 
ently took over the business of the Chicago 

ool & Supply Co., is now located in its new 
plant at Dayton, O. 

om 100 to 150 hammers per month though 


Its present capacity is 


expects to increase this in order to keep up 

th the demand. 

lhe Champion Brass Works, of Coldwater, 

ich., have commenced operations in a small 

y and expect to extend their business as 
as conditions warrant. They are fitted up 

make brass, aluminum, copper and bronze 
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castings, making a _ specialty of automobile 
work and plumbers’ goods. 

The Ailyne Brass Foundry Co., manufac- 
turer of goods for automobiles, has its new 
plant in Detroit, Mich., running full force. 

The South Baltimore Steel Car & Foundry 
Co., of Baltimore, Md., which now has an 
authorized capital stock of $1,000,000, is plan- 
ning to increase the capital stock in order to 
take care of its rapidly growing business. 

Arrangements have been made for the con- 
solidation of the Rock Hill Foundry & Ma- 
chine Works with the Syleecau Mfg. Co., both 
of Rock Hill, we Gs, 
ried on under the name of the latter company. 
Mr. G. A. Jones is the proprietor of the Rock 
Hill Foundry & Machine Works, and Messrs 
W. S. Lee, Jr., J. B. Sykes and J. C. Cauthen 
are interested in the Syleecau Mfg. Co. 

The Weatherford Machinery & Foundry Co., 
of Weatherford, Texas, has filed an amend- 


The business will be car- 


ment to its charter, by which it has increased 
its capital stock from $10,000 to $20,000. 

The Gunther Foundry, Machine & Supply 
Co., of San 
amendment to its charter changing its name 
to the Collins-Gunther Co 

The fire at the plant of the Stockton Iron 
Works, Stockton, Cal., April 19, was con- 
fined within the walls of the three-story brick 


Antonio, Texas, has filed an 


pattern storage building, and did much dam- 
age to patterns. The remainder of the plant 
was not affected, and work in all other depart- 
ments was resumed the following morning. 
The work of replacing the lost patterns will 
be pushed as rapidly as possible. 

The J. W. hiladelphia, Pa., 


manufacturer of foundry facings, supplies and 


Paxson Co., 


equipment, celebrated recently its fiftieth anni- 
In 1855 the firm of J. W. Paxson & 


Co. was formed, and the business was success- 


versary. 


fully conducted under that name until 1897, 
when the J. W. Paxson Co. was incorporated 
under the Pennsylvania laws. At the present 
time the company manufactures almost all its 
foundry supplies and equipment, operates ex- 
tensive molding sand banks and maintains a 
fleet of ocean barges for coastwise delivery. 
The officers are J. K. Bougher, president and 
general manager; Howard Evans, vice presi- 
dent; H. M 
urer: U.S 

and S.C 


Bougher, secretary and treas- 
Hibbs, assistant general manager, 
Bougher, purchasing agent. 

Haner, of Owego, N. Y., has in- 
stalled a brass furnace in his iron foundry and 


Harry 


is prepared to furnish brass castings as well 


as iron. 
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The Eaton, Cole & Burnham Co., of Bridge- 
port, Conn., maker of gas fittings, has been 
absorbed by the Crane Bros. Co., of Chicago, 
Ill. The plant will be enlarged and the work- 
ing force increased. 

The announces 
that its general offices will be located in the 
Trinity building, 111 Broadway, New York. 

Fuhrman Hardware & Plumbing Co., El- 
mira, N. Y., has been incorporated to manu- 
facture hardware and hardware supplies. The 
capital stock is $25,000. The incorporators are: 
Harry K. Fuhrman, Burton Martin, W. W. 
Hervey, John C. Dyatt and Chas. S. Gary, all 
of Elmira. 

The Benjamin S. Alder Co., New York City, 
has been incorporated to manufacture hard- 
ware, cutlery, etc. Capital stock, $20,000. The 
incorporators are: Benjamin S. Alder, 1162 
Pacific street, Brooklyn, N. Y.; William W. 
Crowell, James 
New York 

The Crest Valve Mfg. Co., New York City, 
has been incorporated to manufacture metals, 
valves, etc.; capital, $50,000. The incorpora- 
William G, Green, William H. 
Bond, Brooklyn; Forbes J. Holland, New York 
City. 

The Geo. A. Hogg Iron & Steel Foundry 
Co., of Pittsburg, Pa., has purchased several 
acres of land at Fourteenth street and the Belt 
Line R. R., Economy, Pa., and it is announced 
that the Vulcan Machine & Foundry Co. and 
the company above mentioned will unite and 
erect a new plant at Economy to cost in the 
neighborhood of $200,000. 


American Locomotive Co. 


Tongue, 37 Warren street, 


tors are: 


The merging of 
the two corporations has been completed and 
they will be among the first to locate at what 
has been planned as an industrial center. 

Notice has been published that application 
will be made for a charter of an incorporation 
to be called the Urick Foundry Co., Erie, Pa., 
for the manufacture and sale of castings from 
iron or steel. The following persons are in- 
terested:. Chas. H. Urick Sr., F. H. Dixon, 
Wm. J. Urick, Chas. H. Urick Jr. and Earle 
A. Urick. 

The National Foundry Mfg. & Supply Co., of 
Williamsport, Pa., is moving into its new 
quarters, which were formerly used by the 
Larzalere Machine Co. The plant has been 
entirely remodeled and the size of the foundry 
increased by a large brick addition. 

The W. W. Sly Mfg. Co., of Cleveland, O., 
are building a new shop on Train street near 
the Big Four tracks, which they expect to have 
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ready July 1st. They report that they have 
booked as much work in the first four months 
of this year as they did in the entire previous 
year. Some idea of the work which they are 
doing may be had from the fact that they are 
now making tumbling barrels capable of clean- 
ing castings weighing two tons each, 

The Conway Steel Range Co., of Toledo, O., 
has been incorporated with a capital of $100,- 
000, the incorporators being John Conway, 
John H. Fitzpatrick, Adam J. Ulrich, Grant 
L. Ulrich and Frank E. Ulrich. This company 
has been in business for some time and the 
incorporation is merely a change from a part- 
nership to a stock company. 

The Canton Stove Mfg. Co., Canton, O., re- 
cently incorporated, does not expect to begin 
active operations until early fall. The present 
expectations are that the company will adapt 
existing buildings to its purposes. The com- 
pany has not yet made a complete schedule of 
its equipment, which will be similar to that of 
other modern plants for the manufacture of 
stoves. The company will manufacture a few 
special styles of stoves, which will be sold di- 
rect to the user. Earl V. Coulston, who will 
manage the business, has been for the past four 
years sales manager of the A. J. Lindemann & 
tHoverson Co., of Milwaukee, and previous to 
that was an assistant in the same line for the 
Cribben & Sexton Co., Chicago. His expe- 
rience in the stove business began about 16 
rears ago at Royersford, Pa., where he served 
both the Buckwalter Co. and Floyd, Wells & 
Co 


Mr. A. P. Head, the London representative 
of the Wellman-Seaver-Morgan Co., of Cleve- 
land, O., has just completed a tour round the 
world and has established the following sub- 
agencies for the Wellman-Seaver-Morgan Co. 
Melbourne, The Australian Metal Co., as Aus- 
tralasian agents, 


with the following branches; 
New Zealand, The Gilbert Machinery Co., 
Wellington; Queensland, James Stothert, Bris- 
bane; N. Queensland, James Croker, Mackay; 
New So. Wales, W. R. Laidley, Sydney; So. 
Australia, James S. Fraser, Adelaide; W. Aus- 
tralia, A. E. Thomas, Koolgardie; Tasmania, 
Lindsey Tullock, Launceton, 

In India the following agents representing 
the presidencies of Bombay, Bengal and 
J. Harper, Cal- 
3ombay; W. H. 


Madras, have been appointed: 
cutta; Frank 
Oakes, Madras. 
The National Furnace Appliance Co., Co- 
lumbus, O., has been incorporated by M. S 


Harrison, 
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ibert, E. S. Baldwin, G. F. Tinkman, L. T. 
mmerman and H. A. Clark. The capital is 
5,000. 
fhe Buckeye Foundry Co., of Cincinnati, O., 
be dissolved as a corporation and formed 
a partnership by Wm. Gilbert and Chas. 
two being the only remaining 
The business will be conducted 
future under the name of Buckeye Foun- 


ng, these 


ckhe yiders. 


Mason Heater Co., of Bellaire, O., 
hich has been in the hands of a receiver for 
time, has its affairs straightened out and 
be reorganized with a capital of $25,000 
ler the name of the Mason Heater & Foun- 


ihe 


Lo. 

he Electric Adding Machine Co., Cleveland, 
been incorporated. The incorporators are: 
M. R. Cox, C. W. Pattison, C. 
and A. W. Mayers. Capital stock, 


S. Rogers, 


\ 1s¢ 


$=0.000. 


The Loveland Foundry, Loveland, O., began 
erations recently with a force of fifteen men 
1 expects to increase its capacity as the de- 
nd increases. 

Association, of 
nsville, Ind., has been incorporated with a 
al of $100,000. The incorporators are: 
Adam Jutzi and Chas. F. Diek- 


The Evansville Foundry 


Eggert, 


Hicks Locomotive & Car Co., 
Chicago, with plant at Chicago Heights, has 
purchased the plant of the Aermotor Co., of 


Chicago Heights, with the 20 acres of ground 
vinally belonging to the plant and an addi- 
nal 20 acres, giving ample room upon which 

It is the purpose 

the company to build and repair coaches and 
in the new plant, and enter more largely 


levelop large car works. 


the building and repairing of locomotives. 

he Twin City Malleable Iron Range Co., of 

Urbana, IIl., is securing equipment for a foun- 

that it will be able to make all of its 
Urbana. 

> Commercial Club, of Menominee, Mich., 

ymoting a plan to sell $100,000 first mort- 

ce bonds for the purpose of adding a steel 

ting plant to the works of the Prescott Co. 

that city. 


tings in 


There seems to be a good pros- 
that the bond issue will be subscribed by 
Menominee. 

Capital Castings Co., Lansing, Mich., 
been incorporated for the purpose of man- 
turing castings and doing a general foun- 
business. The authorized capital stock of 
‘ompany is $15,000, of which $8,350 has 


subscribed. 


pe ople of 
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The Lusk Foundry Co., Ltd., Grand Rapids, 
Mich., has been incorporated for the purpose 
of carrying on a general foundry and machine 
The company has an author- 
ized capital stock of $10,000, of which $5,450 
has been subscribed and $4,700 paid in in cash 


~ 


and $750 in property. 


shop business. 


The Penn Foundry at Duluth, Minn., which 
has been idle for some time, is once more in 
operation casting pipe. 

A. M. Sanders & Sons, of Reedsburg, Wis., 
have their foundry in good working order and 
are prepared to supply castings for local re- 
quirements. 
the stockholders 
of the Joseph Dixon Crucible Co., Jersey City, 
N. J., the old board of was unan- 
imously re-elected. The board of directors re- 
the following Edw. F. C. 
Young president; John A. Walker, vice presi- 
dent and treasurer; George E. 
tary. 

The South Pittsburg Foundry Co., South 
Pittsburg, Tenn., maker of stoves, commenced 


At the annual meeting of 
directors 
officers : 


elected 


Long, secre- 


The officers of the 
G. Garrett, president; A. A. 
Cook, vice president; and J. 


operations on April 28. 
company are: T. 
J. Bowers, secre- 
tary. 

The Sheffield Cast Iron Pipe & Foundry Co., 
of Sheffield, Ala., has been organized with a 
capital of $500,000, $350,000 of which has been 
already paid in. The officers are: J. W. 
Worthington, president; W. U. Parsons, 
treasurer; J. G. Aderton, auditor; and J. W. 
Worthington, S. B. McTyler, and S. Me- 
Gaughy, directors. 

The foundry of the Hardie-Tynes Mfg. Co., 
of Birmingham, Ala., which was destroyed by 
March 12, 
creased capacity, and was placed in operation 
on May 1. 

The New Iron Works, of New Bern, 
N. C., has been incorporated with a capital of 
$20,000, by W. A. MelIntosh, E. Williams and 
W. T. Brinson. The intends to 
carry on a general iron foundry and machinery 


fire has been rebuilt, with an in- 


Bern 


company 


business, 

The City & Machine 
Works, of Johnson City, Tenn., has been in- 
corporated recently, with the following oft- 
G. W. Sitton, president; C. V. 
and F. W. 


Johnson Foundry 


cers: Cross, 


secretary and treasurer; Baum, 
superintendent. 

Ed. Hay, of Portage la Prairie, Manitoba, 
has sold his foundry to F. W. Clayton, and the 
latter has taken over the management of the 


plant. 
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The Spirit of Identity. 


























The important feature of 


STEVENS’ 
GENUINE 
EAST INDIA 
PLUMBAGO or 
IMPORTED 
CEYLON LEAD 


is the uniformity of quality. 





Each shipment being iden- 
tical in quality with that of 
all previous shipments; there- 
fore, reliable. 
Its use is economy in all the 
detail of producing beauti- 
sf oo Wee ful castings and at less 
7 | actual cost. 
F The spirit of original quality permeates each parti- 
cular particle. That is proved daily by representa- 
tive F: oundrymen all over the land. 
I can take care of more. 

Everything for a Foundry. 


7 Frederic B. Stevens 


i Cor. Larned and Third Streets 
: DETROIT 




















74 “TRE FOUNDRY 


Undisplayed Advertisements. 


Rate 40c 


per line each insertion. 
Answers sent in our care will be forwarded. 


For Sale. 


Facings of all kinds. 
qualities everlastingly best. 


Prices everlastingly rte 
BERG MINING CO., N. 


German Black Lead. Prices everlastingly lowest, 
quality everlastingly best. BERG MINING CO., N.Y 


~ Ceylon Plumbagos. Prices everlastingly lowest, 
qui ality everlastingly best. BERG MINING CO., N. Y. 


East India Silver Lead. Prices everlastingly lowest, 
grade everlastingly best. 


BE RG MINING CO., N. 


lowest, goods everlastingly best. 
BERG MINING Gu., N. -¢. 


Sturtevant fan, nearly new, 
Address Box 995, BALTI- 


Prices everlastingly 
Plumbagos and Leads. 


FOR SALE.—No. 10 
in first-class condition. 
MORE, MD. pee cn 

FOR SALE.—Four Pridmore molding 
square pattern, 12 in. x 12 i never used. 
THE FOUNDRY, Cleveland, 

~ FOR SALE.—Brown Hoisting B uckets; four 
four 4-ton, five 3-ton, all in good condition. 
diate delivery. CAMBRIA STEEL CO., 
TOWN, P. 

FLUOR SPAR.—Every grade. Quotations " deliv- 
ered anywhere. Cheapest ‘wow Address GEO, 
G. BLACKWELL SONS & CO., Ltd., Liverpool, 
Eng., or agents Penna. Salt Site Co., Pittsburg, Pa. 


FOR SALE.—F —_ and machine ‘shop complete, 
one block of ground all for $1,800. Reason for selling 
—old age. Address, C. Gilbert, 109 West Tenth 
street, Fulton, Mo. 


FOR SALE.—$2,500 will buy 
lished foundry. A_ good 
perienced man Box 440, 
land, O. 


machines, 
Box 438, 


5-ton, 
Imme- 


JOHNS: 





interest in an estab- 
gs A for an_ ex- 
THE FOUNDRY, Cleve- 


BLOWER 
Roots Second-hand 
changed for new ones. 


BARGAINS. 
Blowers, bought, 


Address, , 
H. M. PAPWORT H, 
street, New York City. 
manufacturing plant with cu- 
pola, blower, boilc1, engine and shafting. Indiana 


town 100 miles from Chicago. Will sell at bargain. 
Address Box 429, THE FOUNDRY, Cleveland, O. 


FLUOR SPAR.—We furnish best grades on the 
market. Ground lump or gravel. No order too small 
for our attention nor too large for our_ capacity. 
Prices on request. KENTUCKY FLUOR SPAR CO., 
MARION, KY. 


FOR SALE.—A 


sold or ex- 


120-122 
FOR SALE.—Iron 


Liberty 


well equipped foundry and ma- 
chine shop. Solid brick construction 190x90 feet, 
10-ton cupola, 40 h. p. gas engine, crane, platform 
scales, tools, foundry supplies, pig iron and scrap. 
Equipment all new and of the best design. Cheap 
natural gas from two independent lines; good _ rail- 
road facilities with switch running length of build- 
ing. An ideal location for economical ie ge 
Located in Elm Grove, a suburb of Wheeling, W. ; 
and with frequent electric cars from the city. For 
further information address Geo. W. Lutz. Wheel- 
ing, W. Va., or Alexander Chandler, 39 Cortlandt 
street, New York. 


FOR SALE.—Two 10 ton Craig Ridgway & Son 
Steam Hydraulic Cranes; one 8 ton Craig Ridgway & 
Son Steam Hydraulic Crane; one 6 ton Farrel Foun- 
dry and Machine Co. Power crane; two 2,000 Ibs. 
Brown Hoisting Machinery Co. Cranes; one 6,000 Ibs. 
Yale & Towne Mfg. Co. Crane; nine 3,000 lb. Yale & 
Towne Mfg. Co. Cranes; one 2,000 Ib. Yale & 
Towne Mfg. Co. Crane. Nearly all sizes solid and 
split cast iron pulleys from 10 inches to 8 feet 6 
inches diameter. Nearly all sizes shafting and hang- 
ers. For further particulars and_ sketches inquire 
CH. APMAN VALVE MANUFACTURING CO, In- 
dian Orchard, Mass. 
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Help Wanted. 


WANTED.—A superintendent for a stove foundry 
employing 200 molders. Address Neteatetin:ssecmeelll 
care THE FOUNDRY, Cleveland, 


WANTED.—An active, energetic man to take 
charge of cleaning-room in a stove foundry. Must be 
competent to inspect castings before leaving cleaning- 
room. Address “Cleaning-room Foreman,” care THE 
FOUNDRY, Cleveland, O. 

WANTED.—Foreman for small ‘foundry. 
thoroughly understands manufacture of mine car 
wheels and locomotive castings. Must be thoroughly 
skilled in compounding iron for light and heavy cast- 
ings. No union man need apply. Address, B. H. 
BL. AYS, Cumberland, Md. — 





One who 





WANTE D. —First- class man as foreman for 
Shop located in a large Western city. We want a 
strictly first-class up-to-date man. One who is familiar 
with various makes of molding machines, also a good 
judge of human nature, and one that can control and 
handle men. Kindly state age and experience. Box 
435, THE FOUNDRY, Cleveland, O. 


Brass 


Situations Wanted. 


W AN TE D.—Position as foundry foreman, 
experience. Heavy or light work; capable of handling 
large force; expert with cupola; mix by analysis. 
liberty July 1. References. Box 437, 
FOUNDRY; Cleveland, O. 


SUPERINTENDENT of Iron Foundry, with first- 
class references, wishes to change. Position wanted 
where brains, energy and temperate habits are appre 
ciated. mies by analysis. Heavy and light ma- 
chinery. Salary $2,000. East preferred. Box 443, 
THE FOUNDRY, Cleveland, 0. 





15 years’ 


THE 





POSITION WANTED.—Am desirous of securing 
a position in a gray iron foundry in the capacity of 
general foundry clerk or assistant eet 
Seven years’ experience, understand mixtures of iro: 
for good clean castings and loam work. Finest refe: 
ence; trial wanted; any location. Address Box 436, 
care "THE FOUNDRY, Cleveland, O. 





W ANTE D.—Position as superintendent of grey or 
malleable iron foundry by man of 80. Wide expe- 
rience on molding machines and piece work system. 
Understands the mixing of iron by analyses. Goo 
references. Will purchase part interest in paying 
ante a Address Box 426, THE FOUNDRY, Cleve. 
land, O. 


WANTED 





position as superintendent in an Archi- 
tectural Shop by a foreman patternmaker_ who un- 
derstands Structural and Ornamental Cast Iron from 
A to Z, and has been over five years in present po- 
eG understands mixing metal by chemical analy 
sis. K. on molding machines. Box 442, THE 
FOU NDRY, Cleveland, O. 


Wa nted. . 


second-hand tumbling 
skimmings in a_ brass 


FOUNDRY, Cleveland, O. 





WANTED.—One 
separate 


THE 


barrel 
foundry. 30x 


W ANTE D.—Set of pulley ring patterns and arms 
to make heavy and medium weight pulleys up to 26” 
in diameter. Address with full particulars and price, 
Box 441, THE FOUNDRY, Cleveland, O. 


WANTED.—To buy set of pulley ring patterns and 
arms to make heavy and medium weight pulleys uy 
to 72 inches. Address with full particulars and prices, 
sox 430, THE FOUNDRY, Cleveland, O. 


Miscellaneous. 


SAMPLES FREE.—Compo Crayons for 
castings, etc.; better and cheaper than talc. 
D. M. STEWART MEG. COo., 
TENN. 





marking 
Address 
CHATTANOOGA 
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The needs of all connected 
with the foundry business 
are quickly met through 


a liner ad in | he Foundry. 
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The Adams Snap Flask 


Selected Dry Cherry 


I 1-16 inches thiek, is used in our flasks 
which alone costes more than all of the 
material used in the ordinary flask 





Corners 


of the flask are machine locked, giving 
greater surface for gluing and a stronger 
joint than 1s possible to obtain from a 
dovetail or mitre. 


Trimmings 


are of malleable iron. The snaps are 
without doubt the quickest snape to 
operate, 


Top Irons 


which protect the edges of both cope 
and diag are 4gx1 inch wrought iron 
with WELDED CoRNERS, which make 
the flask more rigid. 


Pins and Ears 

of malleabie iron, with % inch milled 

bearing cn cach side of the right angle. 

Fine adjustment in both ears is provided THE ADAMS COM PANY 
by means of a screw on the ends of the 

ears Both ears being adjustable, cope 


and diag are easily kept in line. Dubuque, Iowa, U.S. A. 
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ve Twewewewererererereererervwrwrvervwwrwrvwrvwrvwrvwvwvwvrvwvvvvwvvwvvvwvwwewewewee eee ee 
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130 TON NILES CRANE.) 


at Lae 


Niles 30 and 40 ton cranes with 5 ton auxiliary hoists 62 ft. span. National Steel Foundry Co., New Haven, Conn. 
NILES NILES - BEMENT - POND CO. 


111 B d » NEW YORK, U. S. A. 
CRANES Philadelphia vee 


Boston Chicago Pittsburg St. Louis London 








[ The Shaw Electric Traveling Crane 





i 


Awarded Grand Prize 
St. Louis Exposition 


7 
‘Al 
ee 


a'\ 
ADS 


Manufactured by 


The Shaw Electric Crane Company,  *"*"*°S*., 


It is used in the Machine Shop, the Power House, the Foundry, 
the Steam Plant. 

It has few parts and is therefore simple and accessible. 

It is durable, absolutely reliable and efficient. 

The workmanship is top grade and the operating parts interchangeable. 

If you want something special we build it. 


sot, MANNING, MAXWELL & MOORE, *2732,9ty Stee 


NEW YOR 
22-24-26-28 So. Canal St. 128 Oliver St. Park Bldg. Williamson Block 
CHICAGO. BOSTON. PITTSBURG. CLEVELAND. 
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A FEW TYPES OF 


CRANES 
F* ELECTRIC PNEUMATIC HAND 
, We also make many more varieties. 
Any power, any size, any capacity. For 
low clearance and for high clearance. 
Foundry Cranes a Specialty. 
Write us—Catalog free. 


NORTHERN ENGINEERING WORKS 
4 Chene St., Detroit, Mich., U. S. A. 


























Where the head room is limited and the ladle of hot metal comes close up to the bridge, it 1s desirable to 
keep the hoist and motor away from the heat. In addition to the usual automatic electric and mechanical 
brakes the hoist is provided with a hand brake which gives absolute control of the lifting speed from 
full speed with a full load, to a few inches a minute for drawing patterns. 


bait MARIS BROS., Philadelphia, Pa. 








id 
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Electric Traveling 





Crane Catalogue 
No. 7 Now Ready 


WE MAKE A SPECIALTY OF 


ELEcTRiIc HOIST S 


FOR ALL KINDS OF SERVICE 


PAW LING & HARNISCHFEGER 


MILWAUKEE, WIS. 


























The Money Saving Kind 


that take up but little room, 
do the job quick and do it 
right. Your foundry can be 


equipped to handle all your 


We build them in all 
sizes and lifts. Six 
sm all sum. different styles. 


flasks and castings for a 








Send for Catalogue F 


a DRI K A YER a a 
E CK & co 
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FOUNDRY 


CARRYING 


Systems 


CRANES 


Hoists, Trolleys 








and ‘Tracks. 











Wilcox Manufacturing Co., ENGINEERs 
AURORA, ILL., U. S. A. 











Oy SHOT IRON 


ti FROM CUPOLA CINDER 
2° AND FOUNDRY REFUSE 


Ma on NETIC (70,3 
SEPARATORS 


DINGS ELECTRO-MAGNETIC SEPARATOR Co. 
STATION. D MILWAUHEE,WIS. 


22% 
Os 




















SYRACUSE DRY CORE COMPOUND 


No. 1 for heavy work, No. 2 for light malleable 
work, fittings, etc. It goes twice as faras Flour and 
three times as far as Rosin. No blow and no ab- 
sorption of moisture. 


SYRACUSE XX CORE OIL 


Perfect adaptation for all work. Best Core Oil on 
the market. 


| 
SYRACUSE LADELENE COMPOUND 


Facing, Core Wash, Lining for Ladles, Cupolas, Lo- 
comotive and Stationary Fire Boxes, 
Gas Works, etc. 























Half the cost making cores with our 
SYRACUSE DRY CORE COMPOUND. 
Samples gratis for trial. 


C. bh. NELAS GHG. 


C. E. Mills, Specialist Golo Winuufnctuness 
SYRACUSE, N.Y. 




















References given to the largest foundries in the country 


d 





STEAM OR POWER 
DRIVEN 


FOR THE 


FOUNDRY 


Sand Rammers 
Pneumatic Tools 
Casting Cleaners 


tHE INGERSOLL-SERGEANT "vo." 


Chicago, Il. 26 Cortlandt St. =. fouls, Me. 


Cleveland, 0. 
Pittsburg, Pa. ® Ww Y K Boston, Mass. 
Philadelphia, Pa. E OR Mexico City, Mex. 


H 12 
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Accurate, Durable, 
Money-saving 
Power Sprue Cutters 


Very heavy, large wearing surfaces, cutters will remain 
in line and make clean, close cuts. Fitted with a very sim- 
ple clutch, the wearing parts of which are made of tool steel. 
These machines will cut a piece equivelant to 4% in. square 
common yellow brass and are guaranteed in every particular. 











Cutters are made of best tool steel, 14% x %% in. 


Depth of throat from cutting edge - - - - 10 in. 
Space up and down back of cutters” - . . - 12% in. 
Height over all - - - - - - 5 ft. 3in. 
Shipping weight ys. <s - - - - - 1000 lbs. 


WE ALSO MANUFACTURE HIGH GRADE 


Match Plates Brass Moulders’ Flasks 
Tilting Tumbling Barrels 
Foot Sprue Cutters Polishing Machines 


Washing and Grinding Machines 


BENJ. MIDDLEDITGH 


DETROIT, MICH. 


Agents for Great Britain: 
J. W. Jackman & Co., 39 Victoria St., London, 8S. W 











‘THE BATTLE CREEK SAND SIFTER 


Will do more work and is the cheapest operated device now on the market. 


Built for Foundry 


Service 


For Green or Dry 
Sands 


Facing or Core 


Sand Mixing 


Operated by air or steam Operated by hand or belt power 









Sent on 30 days’ trial. 


Large heavy Screen 18" x 30". We guarantee satisfaction. 
MANUFACTURED BY 


Battle Creek Interior Finish Company 
Write for Catalogue BATTLE CREEK, MICHIGAN 
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Schwartz Melting and 
Refining Furnace 


Best and cheapest method for melting 
brass, copper, bronze, gray iron and 
malleable iron. 


Produces better metal and perfect cast- 
ings. Less loss in shrinkage and no 
ashes. 


Made in sizes from 100 lbs. to 10,000 
lbs. capacity. 


No crucibles are required. 
Fuel used: crude oil, fuel oil or gas. 


Write for new catalogue. 


The Hawley Down Draft Furnace Co. 


CHICAGO U.S.A. NEW YORK 
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Boston Foundry Mixer 





The 
Best 
Sand 
Mixer 
on 

the 
Market. 














For particulars write 


BARBOUR-STOCHKWELL CO. 


205 Broadway, CAMBRIDGEPORT, MASS. 
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No. 1010 
No. 230 One Way Right Hand Switch 
Triple Deck Oven Car Foot Throw 





The Atlas Car G Mfg. Co. 


CLEVELAND, OHIO. 


Manufacturers of 


Small Cars of all kinds 
for various purposes, 
Sand Buckets, Turn- 
tables, Rails, Frogs, 
Switches, Etc. 








Foundry Equipment a 


No. 287 
General Purpose Car. Made in Specialty. Ball Bearing Turntable. Made in sizes 


No. 145 


sizes to order from 4 ft. to 11 ft, in diameter 

















r 
GILMOUR’S ayy 


20th CENTURY 
Foundry Equipment 


CUPOLAS 
TUMBLERS 
TRUCKS 
CRANES 
LADLES 









Gilmour’s Double Spur-Geared Tumbler 


is the longest-lived and most prac- 
tical mill ever put on the market. 
Let us tell you more about it. 


J. GILMOUR 














Bennett Building New York J 
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Don’t Hesitate 


to invest in whatever saves labor. 

Every blow of the hammer on the chisel 
in the old chip, chipping away way of 
cutting gates from castings, trims down 
the margin of profit. 


A Shuster 
Power or Foot Lever 
Sprue Cutter 
operated by one man will do more than a 
dozen men can in the hammer and chisel 
way and the castings will be trimmed 
cleaner and closer. ° 


We make a specialty of building automatic 
labor saving machinery. 


Catalogue for the asking. 


F. B. Shuster Co. 


Formerly John Adt & Son. 
New Haven, Conn. 








S 





Ajax “Bull” Babbitt 


A SUPERIOR BRAND OF BABBITT METAL AT LOW COST. 


This metal is designed for general purposes, and answers in 
99 cases out of 100 where genuine babbitt is being used. 

A babbitt costing only one half as much as genuine, and in 
most cases will do better service. 

Can be used for all bearings excepting those carrying ex- 
tremely heavy load. 

Will run cool at any speed. 

Compressive strength 12,100 lbs. per sq. in. to yield point. 

Send for catalogue, giving tests in comparison with genuine 
babbitt. Inquiries solicited. 


THE AJAX METAL COMPANY 


Main Office and Works, Philadelphia, Pa- 
Branch Plant, Birmingham, Ala. 
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Watch the testimony Letter number 9 





The Best and Cleanest Cupola. 
The best and cleanest foundries are adopting it. 


Extract ‘The Newten Cupola has been giving very good J/ore letters 
from satisfaction. Weare highly pleased withit. Our with writers’ 
user’ s foundrymen pronounce it the best and cleanest mames_ sent 
letter. cupola they have ever worked with.”’ on request. 


WTEN 
eIPOLA 


Get Catalogue. ’ 


NORTHERN ENGINEERING WORKS, 


: 4 Chene St., DETROIT, MICH. 
) LADLES, TRUCKS, TUMBLERS, HOISTS. 

















KEEP’S TEST” 


MECHANICAL ANALYS!S MECHANICAL ANA 


MECHANICAL ANALYSIS. 


ma THOTT NATL OTTO 












Pe 


3 cents and 15 min-~ 
Taper steel scale which measures shrinkage. utes’ time each day 


saves hundreds of 
dollars. 


, Beet 


Tt Me PE ME SET Se I PN CM 


ANALYS!S 
VY DINWHDIW 


"meee tee cain eats Regulates quality of 





+ castings. 


Iron follow-board with yokes and brass patterns, 
for test bars 4" O X 12” long. 





Accurate in hands of 
any one. 


MECHANICAL 


Send for circulars to 


W. J. KEEP, 


DETROIT. - - MICH. 









Tron Flask. 


MECHANICAL ANALYS!S | OR oe Oe ANALYS!S 
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The Standard Sand Mixer and Screen Combined 


With or 
without 
Direct Motor 


attached 


If it is of any advantage to reduce your labor one-half or three-fourths. and your flour, 
resin, sea coal, or any other material used in mixing, and get twenty times better results, 
do as all other up-to-date foundries do: install one or more Standard Mixers. 





Do not forget the fact that when in need of Molding Sand, we lead them all with 
i the best grades on the market. 











“Ask for catalog and prices. 


® . Clair ree 
The Standard Sand & Machine Co., °°? * “Geert. orto 


IF ITS FLOUK 


YOU WANT 











WE CAN SHIP YOU ANY QUANTITY 


ON TEN HOURS NOTICE 








THE PIQUA FLOUR CO. 


PIQUA, OHIO, U. S. A. 























June, 1905 


You 
lose the profit 


the cost of labor as well when 
a poor casting is turned out. 


FANNER CHAPLETS 


often make the difference 
between success and failure 
in getting sound castings. 
Absolutely waterproof, they 
can be left in the moulds for 
days without rusting. Being 
made by special machinery 
they are uniform and well 
finished. No chance for blow- 
holes, as they are made so 
that the iron lies right up 
to them. 

Be sure your dealer gives you 


FANNER’S 


THEY ARE THE TOP NOTCH 
IN CHAPLETS 














The 


FANNER 
MFG. CO. 


Brookside Park 
CLEVELAND, OHIO 


Stove Trimmings, Stove 
Scrapers, Stove Rods, 
Stove Bolts. 


Quality first-class and prompt shipment 


guaranteed. Catalogue and prices 
furnished on application. 





Carborundum 
Cupola Wash 


HE melting zone of the 

Cupola is a source of con- 
stant trouble and expense to 
foundrymen. 


Carborundum Cupola Wash 
applied at regular intervals 
will prolong the life of the 
lining indefinitely, and at the 
same time make a surface that 
slag will not adhere to—and 
iron will not penetrate. 

Open joints and holes in 
brick work can be closed with 
Carborundum Mortar and the 
lining made as efficient as a 
new lining. 

Ladles lined with Carborun- 
dum Mortar will last for sev- 
eral days without attention, the 
surface remaining free and 
clean from all slag accumula- 
tions. 


A sample keg will be sent 
free to foundrymen. 


The Carborundum 


Com anv Niagara Falls 
Pp y 9 NEW YORK. 
J. W. JACKMAN & Co., LTD. 
39 Victoria St., London, S. W., Eng. 
Agents for this material in Great Britain. 




















ECONOMY 





The Magnetic Separator 
will save what was formerly a 


total loss. 


@ It will separate the iron from 
your foundry refuse, cupola drop 


and slag. 


@ It is durable in construction, 
economical to operate and will 


pay for itself in a short time. 
@ Give ita tnal. If not satis- 


factory it will cost you nothing. 


Send for our 
Circular M. M. 





BARNARD & LEAS MFG. CO. 


MOLINE, ILL. 
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Don't 
Forget 
the 
Dollars 


that the Yale 
& Towne 
TRIPLEX 


BO € K 
saves. 
A trolley’ 


system may 
reachall parts 
of the plant. 

Hitch a Triplex into the trolley and 
one man can do lifting and transporting 
cheaply and without help. 

It’s easy work. 

Get our illustrated Catalog from 


your dealer evenif you don't needa 
TRIPLEX now, It's worth seeing. 


YALE & TOWNE MFG. CO. 
9 Murray St., New York 











a 

















vs 
Foundrymen! 


Get our prices on 


— Foundry 


Supplies and Facings. 
E MA Theyjwillfinterest¥ you. 38 


Lene | 


Moulders’ Dry Brushes. 


A §The kind that3never need 
Cn Oe, ee Tow + | SEA 
aaa, © Hair Tonic—Next !See 


Sutch & Potter 


Harrison Building 


Philadelphia, Pa. 
ail 








= 
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Hardness - Strength - Quick Setting 


Three superior qualities in 


X-Gel-All Steel Gement 


For filling blow-holes, cracks, blemishes, etc., in iron and steel 
castings use no other. 


Send for Sample. 


Get our catalog of supplies:— 
Leather and Wood Fillet. 
Pattern Letters and Figures. 
Brass and Hardwood Dowels. 
Rapping Plates, Pinch Dogs, Etc. 


PROMPT SHIPMENTS PRICES RIGHT SEND FOR CATALOG 
The Canton Fillet & Mfg. Co. 
Established 1893 CANTON, OHIO, U. S. A. 

















OUR VALVED SELF 
CLEANING SAND 
SIFTER has no equal. 
BOYER and KELLER 
SAND RAMMERS are 
the Standard—Hundreds in 
daily use. 





Manufactured by 


Fao Thema Pounce 














Green Chipping Hammers 


ARE PARTICULARLY ADAPTED 
FOR FOUNDRY USE. 


THE VALVE ARRANGEMENT 


PERMITS EASY ACCESS 
TO WORKING PARTS, 
AND MAKES THE TOOL 
EASY TO CLEAN. 




















NO SMALL AIR PORTS TO BECOME CLOGGED WITH DIRT. 


THE DAYTON PNEUMATIC TOOL CoO. 


DAYTON, O. CHICAGO, ILL. 
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ELECTROLYTIC FERRO-SILICON 


HIGH GRADE 
25%, 50%, 78% 








We solicit your inquiries when in the market, both for 
spot and to arrive. 


THE ROESSLER & HASSLACHER CHEMICAL CO. 
100 William St., New York 





| 











J 















BLACKWELL'S 
Removes absolutely all flaws 


lron and Steel Makers, and blow-holes in iron and steel 


castings. 


= = ——_ 
ij 


THE PREMIER DEOXIDIZER 
plumbago for facings and all foundry purposes. Fluor Spar forflux. Talc Pencils, etc. 


CEO. C. BLACKWELL, SONS & CO., Limited, THE ALBANY, LIVERPOOL, ENG. 


MANUFAOTUREXS, METALLURGISTS, MINE OWNERS, MERCHANTS 
WORKS: Garston Docks, CODES: A. B. C., Moreing & Neal, Leibers, and Western Union. U.8.A. Agents, Pennsylvania Salt Co., Pittsburg, Pa. 




















: 












_ 
DO NOT WORRY ABOUT YOUR PATTERNS 
LET US MAKE YOUR WORK 
THE BALKWILL PATTERN WORKS 
W.S. WELLMAN CLEVELAND, OHIO 
Gen Mgr. New Location 
! H.C, IRWIN, Supt. 1301 ST. CLAIR ST. 


























There is only one public pattern 
shop worthy of the name 








WE ARE IT 









GhAe Gobeille Pattern Co. 


CLEVELAND, OHIO 
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-CRANES- 


For All Foundry Requirements 


Write us for Details and Prices, 


THE CASE M’F’G COMPANY, 


COLUMBUS, OHIO. 











FOUNDRY LADLES t 
‘NORTHERN MAKE” = 





All Sizes and Types. 


NORTHERN ENGINEERING WKS. 4Chene St., Detroit, Mich. 








IMPROVED 


Sand Blast Apparatus 











Cleaning Iron and Brass Castings—Cleaning Steet Castings 














4 Chene St., 


AIR HOISTS 
ELECTRIC HOISTS 


**NORTHERN MAKE’”’ 


¥% ton to 20 tons 
Bulletins free 


NORTHERN 
ENGINEERING WORKS 


—Cleaning Malleable Iron Castings — Cleaning Vessel Hulls 
—Cleaning Brazed Joints—Cleaning Cast Iron Bath Tubs and 
Plumbers’ Goods, preparatory to enan.eling — Cleaning 
Structural Iron, Bridges, Etc.—Cleaning and Cutting Mar- 
ble and Granite—Removing Discolorations from Overburnt 
Brick and Terra-cotta — Removing Glaze from Tile—Pro- 
ducing a Satin or Frosted Finish on Metals of all kinds— 
Cutting and Obscuring Glass 


We have also in connection with the above our 
PATENT EXHAUST SYSTEM 


Particulars and Blue Prints of same furnished on applicaticn 


For Cleaning Small Castings 


Patent Sand Blast Tumbling Barrels 
Tilghman -Brooksbank Sand Blast Co. 


Detroit Mich t 409 Commerce St., PHILADELPHIA, PA, 
ch. 

















ty F. 











A MAGNETIC SEPARATOR CHALLENGE 


Here is a challenge worth picking up. | We don’t care who the man is, or of 
what color, or to which country he may belong, we give it for all. We will 
make a test case with any other make against our own, the Hoyt & Martin 
Separator, in separating brass and iron chips. With it, we to clean thoroughly 
more material and in less time than any other machine made for that purpose. 
In ovr old age we find the proof of the pudding is in the eating. Talk is 
cheap; therefore we propose to have the Separator which we manufacture 
back itself up, as it has done with all our customers, and can be verified by 
writing to any of the references given in our circular. 

THE ELM CITY ENGINEERING CO. 

65 Orange St., New Haven, Conn., U.S. A. 





Eastern Agents 





Epwarp J. Ertine 
Harrison Bldg., Philadelphia, Pa 


Pacific Coast Agents 
Bercer, Canter & Co 


Export Agents 
Tar Exrort Leaeve 


150 Beale St., San Francisco, Cal. 31 Broadway, New York City 


Foreign Agents: Fenwick Freres & Co., 21 Rue Martel, Paris, France 


Pedder ddd dd 


Pada ddd add 
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i FLASKS * - 


FOR ALL KINDS OF WORK 


GE BENCH FLOOR MACHINE QB 








a 
Our PATENTED IMPROVED Rib Flask has Imitators but no Equals 
BRASS FOUNDERS SUPPLY CO., Newark, N. J. 


Modern Equipment for Brass Foundries 











F mi Vacuum Moulding Machines 


Save Money in Patterns and in Time. | 
Two Handy Men do the work of Five Moulders drawing by hand. 
A catalogue telling the whole story for the asking. | 


Box 953, BUFFALO, N. Y. 


POWER SPECIALTY CO., Gen. East and South Agts., 126 Liberty Street, New York. 


' 
| BRYAN VACUUM MOULDING MACHINE CO. 








EDWARD J. ETTING 


Foundry, Machine and Railroad Shop Equipment, 
Foundry Facings and Supplies 


AIR HOISTS TUMBLERS CHAIN HOISTS PNEUMATIC FORGES 

CRANES TURNTABLES COMPRESSION RIVETERS PNEUMATIC SCREEN SHAKERS 
CUPOLAS CORE MACHINES PORTABLE DRILLS ANTHRACITE FACING 
ELEVATORS GRINDERS SAND SIFTERS BITUMINOUS FACING 

LADLES MAGRETIC SEPARATORS CHIPPING HAMMERS SAND 

TRUCKS MOLDING MACHINES RIVETING HAMMERS CUPOLA BLOCKS AND BRICK 


Harrison Building, PHILADELPHIA 








THE NATIONAL JELOLUSE CO. 


—— FURNISH 
CORE COMPOUNDS or SAND BINDERS 
of Merit 
ABILITY, SUPERIORITY and ECONOMY 
beyond a doubt. 


Convincing facts and samples. 


547 West 43d St. New York 


BEI i as saranda 























- a: 
makati hai 
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For Foundries, 


water tight. 





black outside. 


STEEL SHOP BARRELS 


Factories, Machine Shops, etc. In- 
tended for carting and storing heavy fittings, castings, 
parts of valves, etc. 


SIZE—18 inches diameter, depth 28 inches, 
single sheet of No. 16 gauge steel, having only one riveted 
side seam. Bottom stamped from a single plate of No. 8 
gauge steel, to form flange 1 inch deep, which is riveted to 
the shell and with a 1 inch corrugation 6 inches from the 
center, barrel bound at top with 14g x %-inch steel. Painted 
Weight 0 pounds each. 
Other sizes made to order. 


Write for prices and information ta 


The Kilbourne G& Jacobs Mfg. Co. 


Columbus, Ohio. 


Shell made from 


Open at top; not 





ESTABLISHED 1876. 


STOW 


MANUF’G CO., 


INVENTORS OF THE 


FLEXIBLE SHAFT 


FOR ALL PURPOSES. 
The oldest and largest 


manufacturers 
world, 







in the 





PORTABLE EMERY GRINDER 


Take the tool to the work and save heavy 


handling, 


WRITE US FOR CATALOGUE AND PRICES. 
General European Agents: Messrs. Selig, Sonnenthai & Co., 
35 Queen Victoria St., London, Eng. 





dling? 


ever out of order. 





Eberhardt’s Patent 


Sand Sifter{‘and Mixer 


How are you sifting your sand 
the expensive. back breaking method of hand rid- 
If so, here's the remedy 
stantially constructed; won’t shake apart or be for- 
Made single or double end, 
stationary or portable, belt or motor driven. Ask 
for ‘‘Like This,”’ it gives details, 


Gould & Eberhardt, <7" 





Are you using 


Strong and sub- 








W. JONES 
PATENT 


Full partic- 
ulars on 
application 




















CORE 
FORMING 
MACHINE 
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a CREATES TEMPERATURE ABOUT 5&S400° F. 


USE ABSOLUTELY UNEXPLOSIVE USE 


Dr. Hans Goldschmidt’s Patents 
IT (Dr oldschm atents ) IT 


rH THERMIT THe 


(Reg. Trade Mark ) 


RISER LADLE 
Revives bite ~J A. a — Repairs 
Dull Iron LIQUID METAL | Defective Castings 


| GOLDSCHMIDT THERMIT CO. **Raw"vou"* 


‘~rrrerorerrerererererererererererereeereeee 
wewvwvvwvvwvwvwweweYveYeYeeeeeveevevwevwevwevwevwevevrvervwe 


BURDICK‘: 
@ SON 


Manufacturers of 
Patent Stove 
Dovetails, 
Hinge Tubes, 
Door Catches, 


and 
Cover Lips, 


Core Chap- 
lets, 


Screw Shells, 
etc., etc. 




















‘~wwrerS 
ewes 





CAN YOU AFFORD 


to go on cleaning or polishing castings by 
hand? Your competitors are doing this 
class of work with our 


“Economy” Steel Wire Wheel Brushes 


which means that they are accomplishing just as 
much as you in about one-fifth the time, besides 
getting much better results. Every manufactur- 
er who has any kind of metal to clean or polish 
ought to use ** Economy’ Wheel Brushes, they 
cost but very little and will prove a great saving 
in both time and money. ‘Thousands now in use. 


DON’T HESITATE. Give them a trial and 


see for yourself that the brushes are all we claim 
forthem. Write for prices. 


Send for Samples 
and Prices to 


Albany, N. Y. 





THE OsBoRN MANUF’G Co. 


CLEVELAND, OHIO 


nbn hen BAABAAAABAS AAA fe fe fe fbn Jn Feat De Feta Dn Badin de Cota tn adn tn fake 
Pere eevee eeeeeeeeeweeeeweeweweewwevrwrwrvewewewewewweweev 


22 24.44.44.4.44444444 444 444 bf SS 
ver rr77T7"""""r"r"reveveerervrvvevvvvvvvvvrvvyT 
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VeweveweewrwrerwrwevrveveVVVTVeYVeVeWVWVY. 


PHOSPHOR TIN IMPROVED 


PAVE! ORO, | M eta 5 i iG 
to Phosphoro 


Vonnegut Hardware Co., | t RW SAN 
Indianapolis, Ind. MEG, ae, , THE IMPROVED PRODUCT 
\WAU ‘ 
ee NiQia | Superior Results at Reduced Cost. 
PORTER & BERG, KBAR PTR RACE 
303 Dearborn St., Chicago, 111. | aaa ROPRES TORS Write for Complete Information. 
: The New Era Mfg. Go. 
WATTS & UTHOFF, Leatlet of Brass Foundry SOLE MAKERS, 
310 Market St.. St. Louis, Mo.| Formulas, freeon request} KALAMAZOO, MICH., - U.S.A. 
| | 





& 
? 
> 








Sales Agents 
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{ We Make Shovels For Molders a 


» 





WITH REGULAR D OR SPLIT HANDLE, AS PREFERRED. 


BULLOCK (our best grade) Molder Shovels are made of fine crucible steelJand 
fitted with the best white ash handles obtainable. $8.00 per dozen. 

WINFIELD, also made of fine crucible steel, $7.00 per dozen. 

VAN KLEECK, made of open hearth steel, $6.00 per dozen. 


| H.-Channon Company. Chicago. | 








“Otis” Fire Box Plates a Specialty 
OTIS FLANGE PLATES, SHIP PLATES, TANK PLATES, STEEL 
Steel Castings from 100 to 100,000 Ib. 
Head Office and Works, CLEVELAND, O. 


Agencies: NEW YORK. Thorpe. Platt & Co.. 97 Cedar St. 
MONTREAL, Homer Taylor, 183 St. James St. 
DETROIT. George W. House, Union Trust Building. 


SAN FRANCISCO, John Woodlock, 154-156 First St. 











Pettinos Brothers, Miners, BETHLEHEM, PA. 


PLUMBAGO 


Direct to the Foundry 
ONE PROFIT ADDED TO COST OF MINING 
UNADULTERATED DUSTS AND BLACKINGS 
Free samples, express prepaid. 
11 Broadway, 16th G Callowhill Sts. 
NEW YORK. PHILADELPHIA. 














SEARO EON Ce Ee 


REG.TRADE MARKS THE PHOSPHOR BRONZE SMELTINGCO.|IMITED, 


2200 WASHINGTON AVE.,PHILADELPHIA.| 
“ELEPHANT BRAND PHOSPHOR-BRONZE™ 
INGOTS,CASTINGS,WIRE,RODS, SHEETS, etc. 


— DELTA ME TAL-— 
CASTINGS, STAMPINGS 4No FORGINGS 
ORIGINAL ano Sovce MakERSIN THE U.S. 
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HYDROFLUORIC ACID 


will clean castings of every 
particle of sand and do it to 
perfection. We guarantee safe 
delivery and prepay freight. 


Shipped in barrels of 
about 400 pounds. 


E. A. Dempwolf & Sons, 
YORK, PA., U.S. A. 


Manganese Ore, 
Any Quality In Any Shape 


Ferro-Manganese, 80 % 
Ground, Grain, Lump 


Manganese Copper, 30% 
Metallic Manganese and 
Cadmium 


KENDALL & FLICK 
Washington, D. C. 














HUNT “INDUSTRIAL” RAILWAY 


GOLD MEDAL 


Hunt Electric Storage Battery Locometive 


SILVER MEDAL 
Highest Awards at The World’s Fair 


Upon receipt of your name and address we will 
take pleasure in mailing to you illustrated and de- 
scriptive catalogues ot both our manufactures. 





C.W.HUNT COMPANY 


West New Brighton, N.Y. 
45 Broadway, New York City 


Established 1856, 


HENRY Maurer & Son, 
Manufacturers of 


HIGH GRADE FIRE BRICK, 
420 East 23rd St., New York City, N.Y. 


The labor setting r1ooo fire brick is fully 
70% of the cost of material, irrespective of 
quality ; economy in -he price of material is 
like ‘‘SAVING at the BUNG, to waste at the 
SPIGOT!”’ 














FOUNDRYMEN 


We can dispose of your surplus output— 
our customers use iron, steel and malleable 
castings. Let us know what you have 
to sell. 


WM. B. WALTER & CO. 


545 Marquette Bldg. 
CHICAGO 











IT WILL PAY YOU 


To help your MOLDERS 
get good TOOLS 


William Dobson 
MOLDERS’ TOOL MAKER 


Elim & Spencer Canastota, N. Y. 














METALS 


For Brass Foundries 


Spelter, Phosphor Tin Alloy, Brass and 
Bronze Compositions, Babbit and Anti- 
Friction Metals, Tin and Lead in Pigs 
and Bars. 


GENESEE METAL WORKS, 
ROCHESTER, N. Y. 
MANUFACTURING SMELTERS, 

HAZARD, CoaTEs & Co., F. W. Reidenbach, 

Props Gen’! M’gr. 











LESS POWER. 
MORE WIND 
DYNAM BEAR NYO 


26ST. & UT AVE.N 
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TRADE MARK Softens Hard Iron, Strengthens Weak Iron, 


Makes Sound Castings, Corrects Excess 

i YARBAN ES Shrinkage, Reduces Sulphur in Iron and Coke. 
Send for pamphietand prices. Packedin strong kegs and casks 

REGISTERED No agents. Avoid substitution by ordering direct. 


Midvale Mining & Mfg. Co. so.e manuracturens ST. LOUIS, MO. 











BUYERS ON THE PACIFIC COAST 
will always find 


Gautier’s BlacK Lead Crucibles 


in stock with 


SEYMOUR R. CHURCH Wmmne . - aan ea CA, 











Oil is the base of all successful core compounds. In 


STERLING CORE OIL 


is found the most economical material for making good free 
venting cores. 


STERLING OIL CO., Emlenton, Pa. 





AIR COMPRESSORS 


Pneumatic Chipping Hammers, Hoists, Casting Cleaners, Sand Blast Machines, 
Molding Machines and other appliances in foundry work. Send for catalogue, 


American Air Compressor Works, a6 rerUonde St. 








WE MANUFACTURE AND MAKE A SPECIALTY OF 


FOUNDRY FLASKS 
OF ALL KINDS. 
Send your orders direct to us. Snap Flasks of all kinds,—straight side, taper, cut and round, right or left hand. 


DIAMOND CLAMP @ FLASH CO., Richmond, Ind., U.S.A. 











RICKETTS & BANKS Chemists and Metallurgists 


104 JOHN ST., NEW YORK 


ANALYSES of PIG TRON and all FOUNDRY SUPPLIES and PRODUCTS 

ADVICE on CHEMICAL questions relating to FOUNDRY PRACTICE, including MIXTURES for 
spec ial castings. PHYSICAL tests. 

Special facilities enable us to quote LOW RATES and give PROMPT RETURNS 


Yearly contracts at special rates, including personal supervision and analyses. Corre spondence » solicited 

















Bristol’s Recording : 
Thermometers The Metallurgical Laboratory 
for CORE OVENS will pay for ANALYTICAL CHEMISTS 
themselves. Send for catalogue CHEMICAL AND MINING ENGINEERS 
: Particular attention paid to analyzing foundry irons and 
be supplies. Samplestaken anywhere in the U. S, 
The Bristol Co. 545 Liberty Avenue PirrspurG, PA. 
Waterbury, Conn. 

















WE SELL 


Money Saving Books on Foundry Practice 


GET BOOKLET 
THE FOUNDRY Cleveland, O. 
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DIRECTORY OF LEADING PIG IRON DEALERS 














MATTHEW ADDY & CO., 
CINCINNATI, ST. LOUIS, 
PHILADELPHIA. 


AGENCIES: 
Chicago, Detroit, New York, Pittsburg 





DeECAMP BROS. & YULE 


IRON, COAL AND COKE CO. 
SOLE AGENTS 
The St. Louis Blast Furnace Co.’s Missouri 
Malleable Bessemer and Basic Chill Pig Iron 


Chicago Office 


MISSOURI TRUST BUILDING 
1103 Fisher Bldg. ST. LOUIS 














N. S. BARTLETT & CO. 
PIG IRON, COAL, COKE 


126 State Street BOSTON, MASS. 





J. K. Dimmicxk & Company 


PIG IRON, STEEL, COKE 
2022-2023-2024 New Land Title Bldg. 
PHILADELPHIA 
401 Ellicott Square, BUFFALO 














The 
Foundryman’s 
Favorite 


BUCKEYE 


PIG IRON 


FOUNDRY 
MALLEABLE 
BESSEMER 


Capacity 500 Tons Daily 





THE 
COLUMBUS IRON @ STEEL CO. 


COLUMBUS, OHIO 


THE Domuorr & Joyce Co. 


PIG IRON 
anD COKE, 


CINCINNATI, - .. OHIO. 











F. A. GOODRICH & CO. 


INCORPORATED 
PIG IRON, STEEL, COKE, &c. 
DETROIT, - - MICH. 








J. H. HILLMAN & SON, 
PIG IRON, 
STEEL AND COKE. 
Charcoal, Pig Iron and 72 Hour Foundry Coke 
a Specialty. 
Frick Burtpinc, - PITTSBURG, PA. 














McKEEFREY & COMPANY 
Pig Iron, Coal and 
Connellsville Coke. 


LEETONIA, - - OHIO. 














DALTON, NASH &GO. 
PIG IRON and COKE 


AGENTS FOR 
Low Moor, Swede, Trussville, Woodward, Franklin 
Pig lron and Hostetter Coke. 


82 to 92 BEAVER ST., NEW YORK 








Foundry, Forge, Charcoal and Bessemer 


PIG IRON. 


BULLITT BUILDING, PHILADELPHIA, PA. 
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DIRECTORY OF LEADING PIG IRON DEALERS—Continued 











T. 8. McRATH & GO., 
Pig Iron and Coke. 


Colman Bldg. 
SEATTLE, WASH. 


Ainsworth Bldg. 
PORTLAND, OREGON. 

























F. B. STEVENS 
FOUNDRY SUPPLIES 


Connellsville Coke for quick shipment 
DETROIT MICH. 











PICKANDS, BROWN & CO. 


Manufacturers, Importers 
and Dealers in 


PIG IRON and IRON ORE 


Rookery Building CHICAGO 





Superior Charcoal Iron Co. 
MANUFACTURERS 


LAKE SUPERIOR CHARCOAL PIG IRON 
Pioneer, Antrim, Elk Rapids, Champion, Excelsior, 
Marquette, Peninsular, Crescent and Michigan. 


GRAND RAPIDS MICHIGAN 














PickANDs, MaTuerR & Co., 
PIG IRON, 

IRON ORE, COAL and COKE. 

CLEVELAND, OHIO. 











THE THOMAS FURNACE CO. 


MILWAUKEE, WIS. 
STRONG FOUNDRY IRON 


FOR QUICK SHIPMENT 














PILLING & CRANE, 
Pig Iron and Coke. 


Farmers’ Bank Bldg., Girard Building, 
PITTSBURG, PA. PHILDELPHIA, PA. 








1412-13 Traction Bldg., 
CINCINNAT 


WALTER-WALLINGFORD & Co. 
SUCCESSORS TO 
Thomas A. Mack ©& Co. 
PIG IRON & COKE 


Farmers Bank Bldg., 


I rl PITTSBURGH 











ROGERS, BROWN & CO., 


CINCINNATI, CHICAGO, BUFFALO, 
PHILADELPHIA, CLEVELAND, 
NEW YORK, BOSTON, 

ST. LOUIS, SAN FRANCISCO, 
PITTSBURG, BIRMINGHAM. 











We sell money-saving books on 


FOUNDRY PRACTICE 


Send for booklet. 


The Foundry - Cleveland, O. 





CHAS.G. SHEPARD 


FOI ELLICOTT SQUARE BUFFALO N.¥ 






PIG IRON 
& COKE. 








11O1-2-3 Traction Bidg. 





ROBERT FIELD SALES AGENCY 
Sloss, Florence, Lady Ensley, Sheffield 
FOUNDRY PIG IRON 





CINCINNATI, OHIO 
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FIFTH PART 
OF OUR 


PIG IRON ENCYCLOPADIA 


A Continuation of PIG IRON and COKE brands from last month. 





Here is shown: Brand, Name of Furnace Company, 
Shipping point, Characteristics and other details. 





HENRY CLAY—Enpire Steel & Iron Co., Reading, Pa. Foundry and 
Forge Iron from Hematite and Magnetite ores of Berks and Leban- 
on Counties, Pa., with anthracite coal and coke fuel. Familiarly 
known over a wide territory as high phosphorus iron, running as it 
does in this element 2.50 to 3.50 per cent. Silicons,1.50 to 4.50. Sul- 
phur low. Popular for use in pipe mills, as well as making machin- 
ery castings. Sold by fracture or analysis grading. Capacity 60 
tons daily. 


HINKLE — Ashland Iron and Steel Co., Ashland Wis. Warm blast char- 
coal iron from ail Lake Superior ores. Foundry, Malleable and 
Car Wheel. Foundry grades include Scotch and special grades 
for all kinds of cylinder work. Because of its established reliability 
and high grading, it forms the basis of more Malleable mixtures 
than any other Charcoal Iron. The chilling grades are sold only on 
fracture, but analysis is furnished if desired. Other grades on analysis 
guarantee only. Daily capacity 135 tons. 


IROQUOIS —Iroquois Iron Company, South Chicago, Ill. Coke Iron 
made from a mixture of Lake Superior and Old Range ores, part of 
which come from the Company’s own mines. Brands: Iroquois, 
Peerless, Sterling Scotch, low sulphur and high silicon, Foundry and 
Scotch grades. Malleable Iron a specialty. Sales made by analysis 
or fracture grading. Capacity 550 tons daily. 


JEFFERSON Jefferson Iron Company, Jefferson, Texas. Charcoal 
Iron of recognized high grading and reliability, in both chilling and 
foundry grades. Lowin Phosphorus. Very strong and dark in 
color. Chills deep and wide. Foundry iron is soft and strong. Ap- 
plicable for all purposes where a superior charcoal iron is necessary. 
Sold by chill grading or analysis. Capacity 50 tons daily. 


(To be Continued ) 


Rogers, Brown @ Company 


Cincinnati New York Chicago Buffalo St. Louis 
Philadelphia Cleveland Boston Pittsburg Birmingham 











Climax Core-Wire Straighteners 


MAKE OLD MATERIAL 
AS GOOD AS NEW 


Much material often thrown 
away can be saved and core- 
makers’ time can be saved by 
a machine which straightens 
ye, 38” 1%", 49", and 34” wires 


as fast as a boy can feed them in. 


Write for Bulletin F 


GEO. F. BLAKE MFG. CO. 


114 LIBERTY ST 
NEW YORK 


CLAYTON GLIMAX AIR COMPRESSORS 


ARE ADAPTED TO ROUGH USAGE 


HEY have rigid fork frames, adjustable cross-head slippers, 
center crank construction and a single extra heavy con- 
necting rod. The main shaft bearings are so far from the 
steam cylinder that they never are put out of adjustment by 


radiated heat. 


Write for book C201F 


Guavton Ain Compressor 
| 14 Liberty St., NEW YORK 





1 





All Salaried Men 
po % os 


F your molders and helpers are all salaried men, then what we 
have to say may not interest you so much; but if they are paid 
by the hour and you are not using a Rotary Blower, we think 

we can show you how you might lessen your pay-roll and also in- 
crease your profits. @ No doubt you have read the report of the test 
recently made at Pittsburg, between a Connersville Positive Pressure 
Blower and a Fan. Did you notice that the Connersville Blower 
under the same conditions melted one ton more of iron in 57 minutes 
(practically one hour ) less time than the fan? What would that 
mean in your foundry? Suppose you employ 30 men, paying 
them an average rate of 22c. per hour—you run three heats 
per week and each time by using a Connersville Blower you 
save one hour. The result would be that you could not only 
increase your capacity but you would save in your pay-roll 


$1,029.60 PER YEAR 


Ask us questions 


CONNERSVILLE BLOWER CO. 


Eastern Office, 95 Liberty St., New York City 
Home Office 


CONNERSVILLE, INDIANA 





